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for FERRO-ALLOYS its

BRITISH ELECTRO METALLURGICAL COMPANY LTD.
WINCOBANK SHEFFIELD ENGLAND

Telephone: Rotherham 4252 (2 lines) Telegrams: “Bemco” Sheffield
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ALti FOUNDRYREFRACTORI

Every type of refractory materials required throughout the
iron, steel and non-ferrous industries

SANDS

A complete range of bonded sands and silica sands for steel,
iron and non-ferrous castings and cores.

STEEL MOULDERS’ COMPOSITION

for mould forming in the production of heavy steel castings,

GROUND GANISTER, RAMMING
& PATCHING MATERIALS

for monolithic linings and patching purposes in cupolas,
converters, rotary furnaces, etc.

FIRECLAY, BASIC, SILICA,
SILLIMANITE & HIGH ALUMINA BRICKS

for cupola and converter linings, electric furnace linings and
roofs and all types of furnace construction.

GENERAL REFRACTORIES LTD

GENEFAX HOUSE e« SHEFFIELD 10 « TELEPHONE: SHEFFIELD 31113
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What cupola fluxing
with the new BRIX blocks
can do for you

A
FOSECO
PRODUCT
* Counteract the effect of oxidising cupola The high blast volumes and the
conditions. high melting rates demanded by
present-day production almost
+ Increase activity of the slag. inevitably produce oxidising

melting conditions. This leads to
sluggish metal, slag inclusions
and poor quality irons generally.
Castings chill easily, have hard

« Improve fluidity of the metal.

* Reduce melting losses and coke consumption. spots and show uneven distribu-
tion of graphitic carbon.  The
* Prevent slag inclusions and sluggish metal. ingredients of Brix “ 100 ” are

carefully blended to counteract

- : : L these conditions.
¢ Give easier maintenance of cupola lining.

GIVE BRIX * 100" A TRIAL AT OUR EXPENSE

Order a quantity, and if after using them regularly you are not
completely satisfied with the results obtained, we will credit you

in full against their cost.

FOUNDRY SERVICES LTD.

LONG ACRE < NECHELLS m BIRMINGHAM *7
Telephone: EAST 1911(10 Lines) «Telegrams:"KUPRIT®* BIRMINGHAM 7
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FORDATH'S WORD
GLYSO is

.and
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S THEIR BOND

their word

GLYSO CORE BONDING COMPOUNDS combine a range
with characteristics so varied as to meet exactly the requirements
of any given job in the core shop. They have been in daily use in
foundries large and small for many years.

Semi-Solid Compounds give a
high green bond covering a wide
range of sand characteristics.

Creams combine a lower green
bond and free-flowing mix with
high baked strength; unsurpas-
sed for core-blowing mixtures.

Dark Compounds provide alower
priced range giving excellent re-
sults for general work.

Permol Core Oils are in seven
grades, selection being governed
by relating dried strength re-
quirements to binder cost. Per-
mol bonded cores have gqod
knock-out after casting.

The confidence with which the
coremaker usesa Glyso-bonded
mix is amply justified in the
finished core.

Glyso XL Core Powder, a pure
film-dried cereal, produces high
green strength in the mix and is
best used with Permol Core Oil.

Glyso—Exol Core Powders, a
range of cereal powders impreg-
nated with core

oil in accurate

guantities for

different classes

of core work. ;

Glyso Airbond,
quick drying
without stoving,
or stove-dried in
half the usual

time.
Glyso Resyns. ;
A range of syn- * *~

thetic resin binders for quicker
drying of cores by short-period
stoving, or by dielectric heating.
Excellentknock-out.Enquire also
about Glyso Spray Oils, Forda-
vol, Fordath Parting Powder,

5

Careful selectionfrom the Glyso
range of binders provides
exactly the green and baked
strengths required.

When Glyso is the bond the
core makers skill is seen at
its best.

PHOTOGRAPH BY COURTESY Of MESSRS
CENTRAL FOUNORY CO. LTD,

Fordath Moulding Sand Regen-
eratorand Fordath Paint Powders.

Full details obtainablefrom

THE FORDATH ENGINEERING CO. LTD.
Hamblet Works, West Bromwich, Staffs.

PHONE: WestBromwich 0549, 0540, 1692.

grams: Mctallical, West Bromwich
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ADAPTABLE *““ STANDARD
MOULDING MACHINE

The * Standard” machine is adaptable
for pattern plate widths between 12'
and 20' and is built to such fine limits
that pattern withdrawal is perfect, with
a tolerance of only 0.001' in 6" draw.

lllustration shows use of snap flasks
with  “ Transfer” or “ Reversible”
pattern plate, giving two castings off
plate, each run by independent gate.

ADAPTABLE *“ LARGE?”
MOULDING MACHINE

Similar to the machine illustrated above
but capable of accommodating plates
from 18' to 26" in width.

A Turn Over Attachment as shown can
be fitted to either machine for use with
double sided plates or for patterns with
deep cores.

Star wheel shown can be supplied as an
alternative to draw handle where required.

THE ADAPTABLE MOULDING MACHINE COMPANY LIMITED

CHARLES HENRY STREET, BIRMINGHAM, 12 Phone: MiDland 6911
London Office: 47 WHITEHALL, S.W .1 Phone: WHITEHALL 7740
Other Products include VIBRATORY KNOCK OUTS (Suspension type), PORTABLE RIDDLES (Hand or Electric),

RUNNER BUSH MACHINES. CORE MACHINES, SNAP FLASKS, BOXES, PATTERN DUPLICATORS, SQUEEZE
MACHINES, DUPLEX ROLLOVER MACHINES.
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PNEULEC facing
sand plant unit

The illustration shows our facing sand plant unit which includes
shovel fed rotary screen, collecting belt conveyor, magnetic
pulley, loader and 6ft. Qin. diameter mill with disintegrator. The
recommended batch capacity of the plant for facing is 6 cwts. and
the normal batch cycle 6 minutes. This is a standard layout and
there are many successful installations operating in all parts of the

world.  Further information will be gladly supplied on request.

Built in England by
PMfIiULEC LIMITED. SMETHWICK..

Kr.

IH1itHIVCIIAZ
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works engineers
have many usesfor
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The adaptable Refactory material

The low cost and extreme adaptability of its

many properties explain the tremendous growth

in the use of Refractory Concrete in all types

of works. The many applications

include

foundations, door linings, repairs to producer

linings, charge hole blocks, retort setting, flues,

retort house quenching floors, coke shoots, top

paving, carburettor head tiles, dampers, lids,

brick setting, crucible furnaces, melting furn-

aces, coke oven doors, coke oven pipe linings,

furnace arches, etc.

PRECAST
REFRACTORY CONCRETE

SHAPES FOR DRIERS

ydran Products Limited— Staines. Refractory concrete tubes
ilised in above Company’s Direct Firing Hot Air Furnace for
mying sand, grain and grass, etc. Furnace outlet temperatures
>proximatcly 3003F.—combustion  chamber temperature
>proximatcly i,000’C. Combustion is developed
ibes, with hot gases leaving the rear and mixing with in-
>ming cold air.

in these

LAFARGE ALUMINOUS CEMENT CO. LTD.

REFRACTORY CONCRETE

is Refractory aggregate bonded with Ciment Fondu high-aluminium cement
Is ready for use and of great strength and hardness in 24 hours.
Can be used to reducejoints to a minimum.
Can be cast to any shape. Requires no pre-firing.
Is stable under load up to 1300° C. Has a melting point of about 1450°C.
Has no appreciable drying shrinkage or after contraction.
Can be brought to working temperatures 24 hours after making.
Does not spall under widest sudden fluctuations of temperature.
Pre-cast blocks or special shapes can be made oj practically anysize
or shape without distortion or cracking. '
Uses old scrap firebrick to a very large extent.
Provides an ideal bond for setting firebricks.

Sendforfufther details
including one of ourRefiraclory Charts
giving mixesftnarious purposes.

Concrete Rock-Hard within one day

73 Brook Street, London, W.1. Tel : MAYfair 8546

® 3-1207A
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This 1Is NEWS!

SHELL MOULDS

HOW BE MADE AT
WITH A LIQUID RESIN
USING STANDARD BLOWING

machines STOP

mI3E TO AMY DESIRED THICKNESS

BY ribbing

" gqtttbud making POSSIBLE \

JDRY resins
jth ampton

TELEPHONE: ROWNHAMS 363
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Rover Car Factory, Solihull.

High intensity lighting in a

body spray tunnel byfluorescent lamps in a glazed enclosure.

Tailored for the job

The lighting of many processes is vital to the smooth and rapid
flow of work and to the quality of the finished product. For
example, poor lighting could make a spray tunnel into a bottle-
neck — each job taking a little too long, a little portion missed,
a return to the spray line — and so the whole production line marks
time. Whatever form it takes, good lighting not only helps to
provide a satisfactory working environment but is an active
production tool.

Fluorescent lighting is as good as daylight — only more con-
sistent. It is efficient; it is economical; and it isflexible. You can
“tailor ’ it, easily and exactly, to the special requirements of

production at all stages.
Electricity = PRODUCTIVITY

HOWTO GETMORE INFORMATION
Your Electricity Board will be glad to
advise you on how to use electricity to
greater advantage — to save time, money,
and materials. The new Electricity and
Productivity series of books includes one
on lighting — * Lighting in Industry ”,
Copies can be obtained, price 9/- post free,
from E.D.A., 2 Savoy Hill, London,
W.C.2, or from your Area Electricity
Board.

Issued by the British Electrical Development Association

DECEMBER 17, 1953
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LONDON & SCANDINAVIAN
METALLURGICAL CO LTD

are keen to help you with

SPECIALITIES

LOW MELTING POINT TUNGSTEN MELTING BASE
“RAREMET-COMPOUND” RARE EARTHS MIXTURE
GRAINAL AND OTHER COMPLEX BORON ALLOYS
NITROGEN-CONTAINING FERRO-CHROME
CALCIUM -SILICO - MAGNESIUM

FERRO-ALLOYS HARDENERS
FERRO-TITANIUM TITANIUM-ALUMINIUM
FERRO-NIOBIUM-TANTALUM
FERRO-BORON ZIRCONIUM-ALUMINIUM
FERRO-CHROME
FERRO-SILICO-CHROME BORON-ALU MINIUM
FERRO-MANGANESE
FERRO-SILICO-ZIRCONIUM CHROMIUM METAL

and
RUTILE ZIRCON SAND

and any of your special requirements
WIMBLEDON 6321

SHEFFIELD 20308
GLASGOW CENTRAL 5670

39 HILL ROAD, WIMBLEDON, LONDON S.W.I9

1UKU
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in the~fight
against HAZARDOUS DUSTS

As the result of more than two years’ intensive research by the British
Cast Iron Research Association, an entirely new technique has been
evolved for the control of harmful micro dusts from stand grinders.

This technique, known as EXTERNAL DUST CONTROL, is a revolu-
tionary advance on methods at present in use. Its wide adoption is
confidently expected to reduce materially the incidence of industrial
disease amongst grinder operatives.

The technique has been protected by patents in the name of the
British Cast Iron Research Association, and exclusive manufacturing
rights have been granted to Air Control Installations Ltd., who will
market under the name

GAR

The matter is of such importance that steps have been taken to make
the DUSGARD available with minimum delay. Only a few weeks
after receipt of the first prototype, a standard equipment can now be
obtained at short delivery for the 24in. wheel stand grinder, and
other sizes will soon follow.

To safeguard the health of your grinder operatives you cannot afford
NOT to install the DUSGARD, which is available to all users as well as
to trade”buyers.

AIR CONTROL INSTALLATIONS LTD.

RUISLIP MIDDX + BIRMINGHAM +« MANCHESTER « GLASGOW

Fill in and post this form TODAY AIR CONTROL INSTALLATIONS LTD.
i S RUISLIP, MIDDX.
for particulars. No obligation. Please send me details of the DUSGARD.
NAM B o e
COMPANY b

Business Address
For statistical records only, please state:

Nature Of DUSINESS ..o
No. of stand grinders in USe ...
Size ANA MaAKE .o e
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.. .. What, nohe ? Well, harjily any-/in
fact-{with eyery tyQeoi Morgan CRUCIBLE /
/furnac&'the metal loss Really isyiegligible.
Just' as importanh/mere is* no nged of ,/
/;pecialrupervition or hi'ghly signed tecii-
Yuques.VThat is\why so\jnany of,the ‘b"g
\ names ’ hi industry use them. You, toc\
\ could save, your metal, artd your ‘rponey,’
\ from\going\*up irh, smoke,—by taking
, Morgan "RUCIBLE furnaces. From Crown
\ Pieces to chairs, or, typewriter parts to "
tailway 'pomporionts, th”~re is axjnultitucle

of Products™y/hich sell well\becauste they \

are made well-Vand made well because \

someone knew the, value\of “ Crucible \

Please\write fox literatbire

THE MORGAN CRUCIBLE COMPANY LTD. « BATTERSEA CHURCH ROAD = LONDON SWII . BAT 8822
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~ Foundry Efficiency
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Curing-

We have already announced our appointment as manufacturers
and distributors of F.E. (Sutter) Machines for:— British Isles,
British Commonwealth and Empire (including Canada), the whole
of Western Europe and the whole of South America.

If you have not already had details of Shell Moulding Machines,
Double Roll>over Core Stripping Machines, Core Blowers, etc.

LEIGHTON BUZZARD - ENGLAND
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No. 5 “‘Senior’ Sandrammer installed in a large Midlands Iron and Steel Foundry.

MEgondry EfHcNicNK

TRADE MARK

Patents granted or pending in all industrial countries.

The most powerful machine in the “ Senior” range.
High speed operation for steel castings production.
Output variable from 5cwts. to | ton per minute.

Patented vari-speed gear box and feed hopper gate control —all from
push buttons at head.

24in. diameter Multi-bladed Impellor Head (adjustable for wear).
10ft. din. radius for large box coverage.

Send for Leaflet No. 137/B
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A JOHN SMITH Special

Occasionally we are confronted with
a lifting problem which taxes even
our designers’ brains. The crane
illustrated above is a case in point.
An overhead crane was required to
handle fabricated boiler sections, but
on examining the building we found
that this was not strong enough to
take the weight of a standard type.
Eventually it was decided to remove
an existing vertical roofsupport, and
re-erect it inside a hollow steel
column. The crane revolves around

this central column and has a lifting
capacity of 3 tons at a maximum
radius of 23'-6". The hoisting is
electrically driven and the load is
traversed by hand power. Such
cases as this are comparatively rare,
and the majority of indoor lifting
problems can be solved by one
of our standard overhead cranes,
which range in capacity from 2 to 25
tons, or by similar cranes of larger
capacities up to 75 tons which can
be made according jo requirements.

Perhapsyou have a handling problem which could be

solved by the right overhead crane ?

If so, you are

invited to write for our technical advice, which will be
given freely and without obligation.

JOHN SMITH (Keighley) LTD

THE CRANE WORKS e KEIGHLEY

London Office Buckingham House. 19/21 Palace St. (off Victoria St.) S.W .1

YORKS e TEL. 2283/4 & 2035

Tel . Tate Gallery 0377/8

Southern Counties Office: Brettenham House, lLancaster Place. Strand, London, W .C.2 Tef: Temple Bar 1515

DECEMBER 17, 1953
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Resolite-bonded cores...

... give better castings

Photographs by courtesy of Messrs: Tangyes Ltd., Smethwick, Birmingham

However intricate, of whatever size, sandcores made with ‘ Resolite ' 400
maintain their complete freedom from stickiness, their remarkable stripping and
knock-out properties. During mixing there is no frictional heat and no drying out
occurs on the bench; excellent results are obtained with core blowing machinery
and stoving times are reduced by as much as one half. Smooth, well finished
‘ Resolite ' bonded sandcores are progressively increasing output and reducing
foundry costs.

Foundry managers are invited to write for
full technical information and trial samples.

Aero Research Limited

A Ciba Company Duxford Cambridge Telephone : Sawston 187
) 2E4-23
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MODERNISE your core shop ...

This photograph shows one of our many conveyors convoying cores from \he benches to the drying stove.

with STEELBAND CON  YOBS

STEEL BAND
1

OVERFLOW OVERFLOW
WATER TANK

If you have difficulty with your warm sand
adhering to patterns why not cool it on our
patented water-cooled steel band conveyor
as illustrated by diagrams above and on right.

SANDVIK STEEL BAND CONVEYORS LTD

B.F.T. Division

DAWLISH ROAD. SELLY OAK, BIRMINGHAM, 29

Telephone: SEUy Oak I113-4-S Tele*rams: Simplicity, Birmingham
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Photograph by courtesy of Gillett & Johnston Ltd., Croydon

[.C.1. OFFERS UNRIVALLED TECHNICAL SERVICE

The maintenance foundry of I.C.lI. has amassed valuable
‘MOULDRITE’

experience in the operation of the Sand-shell process over
PF 422 RESIN BINDER

a wide range of metal casting, and has carried out ex-

tensive research on shell moulding. The benefit of this
SILICONE-OIL

MOULD LUBRICANT

experience is freely available to all users of the I.C.l. range
of products for this new and extremely promising casting

technique :
RESIN-BASE

‘Moiddritd is the registered trade mark of the thermosetting resins WETTING AGENT
manufactured hy I.C.I.

p.543
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27,000

LBS. P.S.L.
FROM

100
LBS. or Less

'T'HE proved method of hydraulically

testing Valves, Castings and Pressure
Vessels of all types up to maximum pres-
sures of 27,000 Ibs. p.s.i. from an air
pressure of 100 Ibs. Improved Control
Valves give definite controlled pressures.
34 Standard ratios available giving pressure
ranges from 20 to 27,000 Ibs. p.s.i.

Manufacturers :

CHARLES S. MADAN & CO. LTD.
VORTEX WORKS 8ROADHEATH

ALTRINCHAM . ENGLAND
Telephone: Telegrams:
ALT 0095 ¢ VORTEX "

C
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d°es it/
Gently with

Every foundry man knows the value of a really slow creeping speed when it
comes to handling Cores and Moulds. A jolt or any uncontrolled movement
can, in a moment, wreck the work of hours and even days.

Such damage can be completely eliminated by employing the CLAYTON
HOIST with MICRO SPEED. Cheap to install, simple to operate and main-
tain and completely reliable, the CLAYTON MICRO SPEED is enabling
many progressive firms throughout the country to cut their costs and increase

production. May we send you details ?
AIL BRITISH
THE CLAYTON CRANE & HOIST CO. LTD. HOISTING 8 HANDLING EQUIPMENT
IRWELL CHAMBERS EAST, UNION ST. LIVERPOOL, 3 OF ENDURING QUALITY
Telephone : CENtral 1141 (4 lines). Telegrams : Claymag, Liverpool

Represented in all principal countries
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e rlm rolled steel sections in standard use.

Full details of every moulding box order are recorded.

Customers can depend on all repeat orders being interchangeable.

STERLING FOUNDRY SPECIALTIES LTD. BEDFORD
London Office: Iddesleigh House, Caxton Street, S.W.I. Telephone: Abbey 3018

CoZen!
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The Birlec Detroit electric furnace
produces reliable, predictable melts.

Specifications are maintained on special
irons as well as on non-ferrous alloys.

Metal losses are very low.

Lining life is good and no crucibles are
required.

The versatility of Birlec Detroits, with easily
interchangeable shells, enables one furnace to
handle a variety of alloys.

Standard sizes are available from 10 Ib. to
3,000 Ib.

Publication No. 65 gives details; may we
send a copy ?

FOUNDRY TRADE

JOURNAL DECEMBER 17, 1953

Sales and service offices in

LONDON, SHEFFIELD

and GLASGOW

sm/B 949 53b
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FREE BOOKLET—Write to-day
for the BALTISEED handbook “ It's a
Masterpiece |7 It contains useful in-
formation about our wide range of
materials for the making of good

cores—and you'll like the pictures!
BALT1SEED
fuctj.
VICTORIA WORKS «WATERSIDE
UIM.ASKE &AL T? HP 1P Y TELEHOE A A st/

Scottish Representatives- W.H.Mc.KENZIE &-C9 28-ROYALEXCHANGE SQUARE, GLASGOW C.I. Tel; Glasgow Central 5670
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A Riley Stokerfiring *M
a Foundry Core Oven.

RELIABILITY...

... UNDER ARDUOUS CONDITIONS !

The drying of moulds and cores, requiring
controlled temperature and even heat
distribution, is a task well suited to Riley
Automatic Stokers. Both open type ovens, and
continuous stoves for small cores, can be fired
efficiently and with smokeless combustion.
Riley Stokers are in extensive use for every type
of furnace and boiler, and their reliability
under arduous conditions has long been
recognised. Write for descriptive booklets.

RILEY STOKERS for foundry core
ovens; billet and ingot reheating; plate
heating, annealing, sheet mill and forging
furnaces.

The Riley Stoker isan underfeedmachine,
giving a regular and automatic supply of
coal and air to the centre of the combus-
tion zone.

RILEY STOKER GO. LTD

Member o fthe International Combustion Organisation * NINETEEN WOBURN PLACE « LONDON « WC1
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Speeds production

W hatever your product . .. however it is manufactured and delivered . . . you
will find a Pantin Conveying System will make tremendous inroads into reducing
production costs. The Pantin range of conveying equipment is designed and
installed to give trouble-free service over prolonged periods.

For reliable uninterrupted product flow ... it pays to choose a Pantin
conveying system.

In the handling
of the steel products Pantin engineers are keen to co-

or castings at the mill operate in the design of heavy

or foundry, Pantin heavy duty conveying equipment to
duty roller conveyors are it . t
effecting substantial economies sutt your requirements.

at every stage of production.

.\W. & C.PANTIN LIMITED, CENTRE DRIVE, EPPING, ESSEX. Telephone: epping 2271/
ASSOCIATED COMPANY THE BRITISH MATHEWS LIMITED.
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Partial view of a large,
fully-mechanised

Installation

for the

Preparation of Moulding Sand

OUR PROGRAMME OF MANUFACTURE.

Cupola*, forehearths, charging Installations, pig Iron breakers, moulding sand prep
machines, moulding sand and foundry refuse reclaiming plants, conveying unit
roller paths, continuous mould casting conveyors, vibratory knock-outgrates, mot
machines (flaskless), Jolt squeeze and turnover moulding machines, core sand n
and preparing Installations, core moulding machines, core blowing machines, tun
barrels, centrifugal sand blast machines (air-less), sand blast apparatus, cleaning i
bers, hydraulic fettling installations, git cutters, compressors and accessories,
removal plants, and so on.

Please write for leaflets, quotations and technical advice, free of charge.

Representatives for England:
Ernest Fairbairn, Ltd., 9 Drapers Gardens, Throgmorton Avenue, London,

DECEMBER 17, 1953
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introducing the F £ | C O RATCHET HOIST

U.K. Patent No. 681898 others pending

A LEVER OPERATED GEARED HOIST THAT LIFTS AND PULLS

LIGHT WEIGHT GREAT POWER
EASILY HANDLED SMALL and COMPACT

ADVANTAGES :

| —Incorporates a patented OVERLOAD PREVENTER GIVING GREATER
SECURITY AND SAFETY TO OPERATOR—REDUCES WEAR WITH
CONSEQUENT SAVING IN COST OF REPAIRS AND MAINTENANCE.

2 —Fitted with Short Link Pitched Chain (Manganese Steel) having factor of safety
of over 5/1 and flexible in all directions.

3—Operating Lever relatively short and designed to operate through a complete
circle.

4—Mechanism totally enclosed.
5—All units tested 50% overload.

| Ton capacity now available—2—4—and 6 Ton shortly.

FELCO HOISTS LTD s

*FELCOHOIST’ PHONE
LONDON

ABBEY 7419 (3 LINES)
ABBEY 6714 17 VICTORIA ST., WESTMINSTER, LONDON, S.W.I

F8/53
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ETHER Molten Metal Pyrometers

with the Protected Thermo-couple

This thermo-couple, which is protected from contact with the Molten
Metal by a special refractory metal sheath, can be applied to many types
of Indicator and provides the solution to the most difficult problems of
non-ferrous molten metal temperature measurement.

Temperature measurements of molten metal up to 1,400°C. are given
quickly and accurately and new couples can be fitted to the instrument
in a few minutes. SEND FOR LIST No. 146

The Thermo-couple shown is used with a

portable temperature indicator Type P.1.7.

and by means of our precious metal

thermo-couple is capable of measuring cast SEND FOR
iron and steel temperatures up to 1,690°C. LIST No.

REPLACEABLE
e - ETHER LTD.
TYBURN ROAD ERDINGTON BIRMINGHAM, 24

TELEPHONE EAST 0276/7

Holdens

STERNOCORE

Wgh efficient

cote oils'c,e
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give lower true cost; quicker
drying, higher permeability, less
gas and obnoxious fumes.”

ounds

STERNOL LIMITED. ROYAL LONDON HOUSE, FINSBURY SQUARE, LONDON, E.C.2
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Also manufacturers of

“ASTEX” PATTERN
STONE - “ HARMARK”
IRON CEMENT

HARBOROUGH CONSTRUCTION CO. LTD

MARKET HARBOROUGH

LEICESTERSHIRE tel : market harborough 2254-6

Sole Export Agents:—
FOUNDRY SUPPLIERS LTD., 25A COCKSPUR STREET, LONDON, S.W.l.  Tel: TRAMgar 1UI-2



DECEMBER 17, 1953 FOUNDRY

wirw WHICH is incorporaTto THE IRON AND STEEL TRADESJOURNAL

The FOUNDRY TRADE JOURNAL isthe Official Organ of chefollowing :
INSTITUTE OF BRITISH FOUNDRYMEN

PRESIDENT : E. Longden, M.l.Mech.E., Il, Welton
Didsbury Park, Manchester, 20.

Secretary : T. Makemson, M.B.E.,
Deansgate, Manchester, 3. ’'Phone and 'Grams :

BRANCHES

Australia (Victoria): G. D.Thompson,c/o MelbourneTechnicalCollege.
Birmingham, Coventry and West Midlands : A. R. B. Gameson, Gaia
Croit, Gaia Lane, Lichfield, Staffs. Bristol and West of England :
G. W. Brown, 51, Westbury Road, Bristol. £. Midlands : S. A. Horton,
163, Morley Road, Chaddesdon, Derby. Lancs: F. W. Nield, 11-4,
Clarksfield Road, Oldham. Lincs. Dr. E. R. Walter, The Technical
College, Lincoln. London W. G. Mochrie, Tyseley Metal Works,
Limited, Balfour House, Finsbury Payament, London, E.C.2. Newcastle-

Avenue,

Saint John Street Chambers,
Blackfriars 6178.

upon-Tyne F. Robinson, Sir W. G. Armstrong, W hitworth & Co.
(lronfounders), Ltd., Close Works, Gateshead. Scottish : J. Bell, 60,
St. Enoch Square, Glasgow. Sheffield: J. H. Pearce, 31, Causeway
Head Road, Dore, Sheffield. Tees-side : F. Shepherd, Head, Wrightson
& Co., Ltd., Teesdale Iron Works, Thornaby-on-Tees. Wales and
Monmouth :  A. S. Wall, 14, Palace Avenue, Llandaff, Cardiff. West
Riding of Yorkshire : H. W. Griffiths, 46, Peckover Drive, Thornbury,
Bradford. South Africa H. J. G. Goyns, S.E.I.LF.S.A., Barclays Bank

Buildings, Cr. Commissioner and Harrison Street, Johannesburg.
SECTIONS
Beds, and Herts. : W. Twaddle, 108, Great Northern Road, Dunstable.
Burnley H. J. W. Cox, “ Mossbank,” Whalley Road, Great Harwood,
Lancs. Cape Town:W . A. McLaren, P.O. Box 2230, Cape Town. East Anglia:
L. W. Sanders, Lake and Elliot, Limited, Braintree, Essex. Falkirk : A.
Bulloch, Jones & Campbell, Limited, Torwood Foundry, Larbert, Stirling-

shire. Northampton C. Ford, c/o Morris Motors, Limited, Welling-
borough. Scottish North Eastern: R. Leeks, Alexander Shanks & Son,
Limited, Arbroath. Slough P. Hoesli, Light Production Co., Ltd.,

Slough, Bucks. Southampton : Dr. O. P. Einerl, F.I.LM., John L. Thorny-
croft & Co., Ltd., Woolston, Southampton. West Wales: C.G. Jenkins,
“ High Winds,” 26, Townhill Road, Skelty, Swansea.

BRITISH STEEL FOUNDERS’ ASSOCIATION
Chairman: T. H. Summerson, Summerson’s Foundries, Limited,
Albert Hill Foundry, Darlington, Co. Durham. Secretary Robert

Barber, A.C.1.S., Broomgrove Lodge, 13, Broomgrove Road, Sheffield,
10. ’Phone and'Grams : Sheffield 63046.

BRITISH STEEL CASTINGS RESEARCH ASSOCIATION
Chairman: C. H. Kain, A.M.I.Mech.E., F.I.M., Lake & Elliot Ltd.,
Director : J. F. B. Jackson, B.Sc., A.R.I.C., F.I.M. Secretary : Robert
Barber, A.C.1.S., Broomgrove Lodge, 13, Broomgrove Road, Sheffield, 10.
’Phone and 'Grams : Sheffield 63046.

ASSOCIATION OF BRONZE AND BRASS FOUNDERS

President : W . R. Marsland, Newman, Hender & Company, Limited,
W oodchester, Glos. Secretaries : Heathcote & Coleman, 69,
Harborne Road, Edgbaston, Birmingham, 15. 'Phone: EDGbaston 4141.
‘Grams: “"Clarify,” Birmingham, 15.

LIGHT METAL FOUNDERS’ ASSOCIATION

Chairman : A. H. Sturdee, M.B.E., Wh.Ex., M.l.Mech.E.
Secretary : Eric L. Heathcote, 69, Harborne Road, Edgbaston, Bir-
mingham, 15. °'Phone: EDGbaston 4141. ’Grams: "Clarify,”
Birmingham, 15.

FOUNDRY TRADES® EQUIPMENT AND SUPPLIES
ASSOCIATION

President : Frank W ebster, August’s Limited, Exmoor Street,
Halifax. Secretaries : Peat, Marwick, Mirchell & Company,
94/98, Petty France, London, S.W.l. ’Phone : Abbey 7515. ’'Grams :

" Crusades, Sowest,” London.
INSTITUTE OF VITREOUS] ENAMELLERS
President: Dr. Harold Hartley, C.B.E., D.Sc., Hon.M.l.GasE.,
Radiation Limited, 7, Stratford Place, London, W .I. Chairman S.
Hallsworth, Prince Enamel and Metal Works, Limited, Marsh Side,
W orkington, Cumberland. Secretaries : John Gardom & Company,

Ripley, Derbyshire. ’Phone : Ripley 136.

COUNCIL OF IRONFOUNDRY ASSOCIATIONS
Chairman N. P. Newman, Newman, Hender and Company,

Limited, Woodchester, near Gloucester. Director K. Marshall.

Secretary: J. W. Butler, Crusader House, 14, Pall Mall, London, S.W .1.

’Phone : Whitehall7941.

Participating Associations : British Cast Iron Research Association
(affiliated) ; Institute of British Foundrymen (affiliated) ; and the
following \—

Automobile Ironfounders* Association.—Secretaries : Heathcote and
Coleman, 69, Harborne Road, Edgbaston, Birmingham, 15. 'Phone :
EDGbaston 4141. 'Grams: " Clarify,” Birmingham, 15.

British Ironfounders’ Association and British Bath Manufacturers’
Association.— Director and Secretary : J. Galbraith Sneddon, C.A.,
145, St. Vincent Street, Glasgow, C.2. 'Phone : Central 2891 ;
’Grams : " Groundwork,” Glasgow.

TRADE

JOURNAL 33

British Grit Association.— Secretary : J. Campbell MacGregor, 10, Bank
Street, Airdrie, Lanarkshire.

British Malleable Tube Fittings Association.— Secretary : F. B. Ridgwell,
196, Shaftesbury Avenue, London,W.C.2. 'Phone: Temple Bar 6052-3 ;
‘Grams : " Brimatufia,” London.

Cost Iron Chair Association.— Secretaries : Peat, Marwick, Mitchell
& Co., The Cast lron Chair Association, Queen’s Square, Middlesbrough
Yorkshire

Cast Iron Axlebox Association and National Ingot Mould Association.—
Secretaries: Peat, Marwick, Mitchell & Company, 301, Glossop Road,
Sheffield. 'Phone and 'Grams : Broomhill 63031

Cast Iron, Heating, Boiler and Radiator Manufacturers’ Association.—

Secretary : Stanley Henderson, 69, Cannon Street, London, E.C.4.
’Phone: City 4444.
Cast Iron Pipe Association—Secretary : T. Clark, Crusader House,

14, Pall Mall, London,S.W .l. ’Phone: W hitehall 7941.
Cast Iron Segment Association.— Secretary : H. A. D. Acland, 5, Victoria
Street, London, S.W.l. ’'Phone: Abbey 1394.

Greensand Pipe Founders’ Association.— Secretaries : McClure Naismith

Brodie & Company, 77, St. Vincent Street, Glasgow, C.2. ’Phone :
Glasgow 9476 ; 'Grams : " Lycidasm " Glasgow.
National Association of Malleable Ironfounders.—Secretary : Miss L.

Verity, Chamber of Commerce Offices, Tudor House,
W alsall. ’Phone : W alsall5671.

Bridge Street,

IRONFOUNDERS” NATIONAL CONFEDERATION

Chairman : D. Graham Bisset, Enfield Foundry Co., Ltd., Waltham
Cross. Director : R. Forbes Baird, 117, Church Lane, Handsworth
Wood Birmingham, 20. ’'Phone : Northern 0343 & 0037 ; ’'Grams :
" Ironcast,” Birmingham.

LOCAL BRANCH ASSOCIATIONS
East and West Ridings.— Secretary : O. Gibson, Oliver Gibson & Sons,
Ltd., Leeds. '’Phone : Leeds 21226. London, Home and Eastern
Counties— Secretary : A. L. Nadin, Cooper Roller Bearing Co., Ltd.,
King’s Lynn, Norfolk. ’Phone: King’s Lynn 2500. Midlands.— Secretary :

R. Forbes Baird, 117, Church Lane, Birmingham, 20. 'Phone :
Northern 0037 & 0343. North Midland.—Secretary : Chas. J. Stone,
Manlove Alliott & Co., Ltd., Bloomsgrove W orks, Nottingham. ’Phone:

Nottingham 73084 or 75127. North Western.— Secretary: H. Gott, North
Foundries, Ltd., Landsowne Road, Monton, Eccles. ’Phone : Eccles
3545. Scottish.—Secretary : Allan F. Ure, Allan Ure, Ltd., Keppochhill,

Glasgow. ’Phone: Glasgow, Douglas 2641.
NATIONAL IRONFOUNDING EMPLOYERS’ FEDERATION

President: T. Lee, Henry Hollindrake & Son, Limited, Prince
Street, Stockport. Secretaries: Mann, Judd & Co., 8, Fredericks
Place, Old Jewry, London, E.C.2. ’'Phone : Metropolitan 8613 ;
’Grams : " Manjudca Phone,” London.

LOCAL ASSOCIATIONS

Cardiff and District Founders’ Association.— Secretary : G. Morris, 12,
W est Bute Street, Docks, Cardiff. ’'Phone : Cardiff 22846.

Leeds and District Ironfounders’ Association.— Secretary : F. H. Foster,
H. J. Gill & Co. (Leeds), Ltd., 194, Cardigan Road, Leeds, 6. ’Phone :

52020.

Leicester and District Ironfounders’ Employers’ Association.— Secretary :
C. S. Bishop, 8, New Street, Leicester. 'Phone: Granby 511

Liverpool and District Ironfounders’ Association.—Secretary: J. S. Hassal,
16/18, Hackins Hey, Liverpool,2. ’Phone: Central 10114.

Manchester and District Ironfounders’ Employers’ Association.—Secre-

taries : Webb, Hanson, Bullivant & Co., 90, Deansgate, Manchester.
’Phone : Blackfriars 8367 ; 'Grams : " Sound,” Manchester.

Midland Ironfounders’ Association.— Secretary : R. Forbes Baird, 117,
Church Lane, Handsworth Wood, Birmingham, 20. ’Phone : Northern
0343. ’'Grams: " Jacelace,” Birmingham.

Monmouthshire Founders’ Association.— Secretary: I. J. Smith,
Tredegar Foundry, Newport, Mon. ’Phone : Newport 4275 ;
'Grams : " Rogerwinch,” Newport.

North of England Ironfounders’ Association.—Secretaries : Mann, Judd,
Gordon & Co., 61, Westgate Road, Newcastle-upon-Tyne. ’'Phone:

Newcastle 20836 ; 'Grams : " Mannca,” Newcastle.
North Staffordshire Ironfounders’ Association.—Secretary : J. H. L.

Beech Bourner, Bullock & Co., Federation House, Station Road, Stoke-

on-Trent. ’'Phone: Stoke-on-Trent44245.

Scottish Ironfounders’ Association.— Secretaries :
& Co., 142, St. Vincent Street, Glasgow, C.I.
'Grams : " Mannca,” Glasgow.

Sheffield and District Ironfounders’ Association.— Secretary: T. Goddard,
Mander, 59, Clarkhouse Road, Sheffield, 10. 'Phone : Sheffield 60047 ;
'Grams : " Emplofedra,” Sheffield.

South of England Ironfounders’ Association.— Secretaries :
& Co., 8, Fredericks Place, Old Jewry, London, E.C.2. ’Phone:
politan 8613. 'Grams : " Manjudca Phone,” London.

Welsh Engineers’ and Founders’ Association.—Secretary : W.

Mann, Judd, Gordon
'Phone : Central 2857 ;

Mann, Judd
METro-

D. M.

Davis, |, St. James Gardens, Swansea. ’'Phone: Swansea 59166 :
‘Grams: " Iron,” Swansea.

West of England Ironfounders’ Association.— Secretaries : Mann, Judd
& Co., 8, Fredericks Place, Old Jewry, London, E.C.2. 'Phone :
METropolitan 8613 ; '‘Grams : " Manjudca, Phone,” London.

West Riding Ironfounders’ Association.—Secretary : C. D. Buckle,
13, Cheapside, Bradford. ’'Phone : Bradford 25346.

BRITISH CAST IRON RESEARCH ASSOCIATION

Alvechurch, Birmingham. ’Phone and’Grams : Redditch71.
Scottish Laboratories.—Blantyre Industrial Estate, Blantyre,
shire. 'Phor.e 486.

Lanark-



FOUNDRY TRADE JOURNAL DECEMBER 17, 1953

Behind those rare and splendid joys of the Festive
Season lies the mastery of mixing.

But in all seasons is mastery of mixing displayed
in the everyday tasks of foundry routine.

Developments in sand research and in new bonding

materials have definitely indicated a trend toward

greater mulling pressures. August’s have now the

perfect answer to this problem in the new 2F and

3F August-Simpson Mix-Mullers, which makes

possible increased muller pressures with a mini-
mum of muller inertia. This has
been accomplished by using com-
paratively light mullers and em-
ploying a unique spring-loaded
muller arrangement which allows
complete adjustment for variable
muller pressures.

Sole Licensees and Manufacturers for British
Empire (excluding Canada) of the Simpson
Sand Mixer.

AUGUST’'S LIMITED

Halifax 61247/8/9 HALIFAX * ENGLAND Telegrams: August, Halifax
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The Art of Hiring

In a pamphlet “ Interviewing for Selection,”*
written by Mr. Harold F. Lock, stress is laid on
the importance of this subject and the need for the
interviewer to have some system in mind. The
matter is presented in an interesting manner and
a number of useful hints are given, yet it is limited
in its scope to' the selection of senior personnel.
For the acquisition of the labour force, gone are

the days when the foreman just went to' the works’

gate or the nearest street corner and made his
selection—sometimes with outstanding success. In
one instance we selected a man in this way who
later became one of the leading steelfoundry man-
agers of the country. We have carefully read Mr.
Lock’s precepts and are convinced that no trained
interviewer would have elicited any background
information from this man, who had descended
from public-school status to a street-corncr boy,
only to rise again to an honourable position of
great responsibility.

The essential factor in interviewing for a serious
job is to bear in mind that for the applicant it is a
nerveracking and important event and this
demands that every effort should be made to reduce
this mental strain to the minimum. A question
such as “How did you like your last job?” will
yield more useful information than enquiries as
to what was the last job: how long were you

* Published bv the National
Psychology, 14. Welbeck Street. London.

Institute of Industrial
W .l. price 2s.

there, and why did you leave? Again, such ques-
tions as to how holidays are spent or the last book

read will reveal more of the applicant’s mental
make-up, ambitions, his aptitude for fitting
himself into a team, and general outlook on life
than a whole series of stereotyped questions. As
replies are forthcoming, the interviewer must
register each item against a listof information he

desires to obtain.

This pamphlet suggests that, where possible, some
indication should be given as to the outcome of
the interview, and this personally we have found
most difficult to do. The best we have achieved
is to say that cither the applicant has not the quali-
fications which are sought or to declare that he
was on the short list, and that a quick decision
would be made. The delegation of this job of
hiring to one official can be a mistake, unless the
applicant meets with the complete approbation of
his immediate “ boss,” on whom the final decision
should rest. Unless this official likes the “ cut of
his jib ” nothing but “ heavy weather ” can be ex-
pected. It isup to the personnelmanager to create
a short list, by eliminating the obviously unsuit-
able and then present the particulars of the likelier
ones to the actual official under whom the appli-
cant will serve. This, of course, does not apply to
the ordinary labour force. After all the efforts
made by the psychologists, it does happen that the
maker of the final decision may settle on *“ the
blonde with trim figure!”
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100 Years of Engineering

The only professional society in Britain covering
all branches of engineering, the Society of Engineers,
celebrates its centenary in 1954. Founded in London
in 1854 as the Putney Club, for the reunion of engi-
neers who had been educated at Putney College, it
became the Society of Engineers in 1857, In 1910
it was amalgamated with the Civil and Mechanical En-
gineers’ Society, which had been formed in 1859, and
since then it has been known as the Society of Engi-
neers (Incorporated). It is the third oldest engineering
society in Britain. The president-elect for the centenary
year is Mr. W. R. Howard, an authority on ferro-
concrete engineering, who has received three French
awards for his work in the international field. He has
been a member of the society since 1917, a Fellow
since 1946, and hon. treasurer since 1947.

A centenary committee is organizing a comprehensive
programme of events to mark the society’s first 100
years. The celebrations will open on May 4 with a
conversazione at the Science Museum, South Ken-
sington. On May 5, a business session will be devoted
to the presentation of papers dealing with 100 years’
progress of civil, mechanical, electrical, and aero-
nautical engineering. This will be at the Geological
Society’s apartments at Burlington House, Piccadilly.
On May 6 there will be a day trip on the River
Thames to visit the works of the Lafarge Aluminous
Cement Company, Limited, at West Thurrock (Essex).
The climax to the celebrations will be the centenary
banquet in the Fishmongers’ Hall.  Scottish members
will hold their own centenary celebrations on May 15.

Steelfounders’ Pledge

An undertaking that the British steel castings in-
dustry will “go to the limit” to help its customers
to meet the threat of foreign competition was given
by Mr. F. N. Lloyd, the vice-chairman, at the biennial
dinner of the British Steel Founders’ Association, at
Claridges, last Wednesday week. He said that British
steel castings competed in price with those of any other
country in the world, except Germany, in the case of
which some thought the competition was unfair,
although he was told on equally good authority that
this was not so. The industry was out to help its
customers to meet foreign competition in every way it
could. It could do more to help than possibly is
imagined.

Fifteen per cent, more wages could easily be given
if there was a corresponding increase in work. There
was an easy 30 per cent, to be got in most factories
in the country by the right kind of co-operation be-
tween labour and management.

Mr. Lloyd was responding to the toast of “ The
Association,” proposed by Mr. Walter Elliot, m.p,,
who had described the industry as “ one of the most
skilled of all the offspring of the Industrial Revolu-
tion.” He said that its production last year of some
of the most highly developed metal products the world
had ever seen had represented a turnover of £25
millions.

Dinner

BEESTON BOILER COMPANY, LIMITED
Mr. Mark Pearson presided when the Company
entertained members of the Beeston Boiler Foremen’s
Association at Hand’s Café, Beeston. Amongst those
present were Mr. A. Allison; Mr. F. Shipley; Mr. G.
Foxall; Mr. W. F. Cookson; Mr. E. J. Searle; and
Mr. R. Stafford.
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Scrap Price Offence

Hill Top Foundry, Limited, Wednesbury, were fined
£4 with 3 guineas costs when they pleaded guilty at
West London court last month to seven sum-
monses under the Iron and Steel Scrap Order. The
magistrate, Mr. E. R. Guest, said that he would deal
with the prosecution as an absolutely technical matter
and commented: “ Apparently if you sell cast-iron
scrap and don’t deliver it to your customer, you can
charge more than if you do deliver it.” He referred to
the prosecution by the Ministry of Supply as “a
complete mystery.” The charge alleged that the firm
had bought heavy machinery cast-iron scrap from
A. E. Sadler & Sons, Limited, of London, at prices
totalling £943 which exceeded the permitted maximum
by £202 18s. 10d. For the Ministry, Mr. N. D.
Knowles said the price of scrap at the yard was
145s. lid. per ton, but if it were sent, the cost of
cartage had to be deducted. Answering a question by
the magistrate on this point, Mr. Knowles said that
the intention was to discourage the movement of scrap
steel outside various areas. It was asserted that the
company chose to purchase scrap in London at a
price which was less than the maximum but the defen-
dants paid for all freightage and the result was that the
controlled price should have been a great deal less.

For Hill Top Foundry, which has been a family
concern for 199 years, it was stated that they had no
longer been in a position to purchase scrap from a
Staffordshire supplier. They had no alternative but to
buy from London to keep their foundry open. The
magistrate commented that they had acted in the best
interests of the firm and its workers. It had proved
impossible to move the scrap by the defendant’s own
transport.

The illustration shows the Salter 200-ton capacity
crane weigher (believed to be the largest in the
world) undergoing load tests up to 300 tons at
Lloyd’s Proving House, Netlierton. As earlier
reported, the instrument, which itself weighs more
than s tons, has been made specially for the English
Steel Corporation, of Sheffield.
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Application of Shell Moulding to
Steel Castings

By C. Hand, A.Met., A.I.M., and P. R. Beeley, B.Met., Ph.D., A.l.M.*

Although a considerable volume of literature

dealing with the

mechanics and methods of shell-

moulding has been published, relatively little has been heard from the actual producers of castings con-

cerning their experience of the process and their views and observations on
remarks apply to shell moulding in general, but more

its capabilities.  These

especially to the field occupied by the shell

moulding of steel castings.

The Sheepbridge organization has now been in
the shell-moulding field of activity for a period of
approximately two years, during which time there
has been a steady increase in the scope and variety
of components which have been successfully pro-
duced at the foundry of Sheepbridge Steel Cast-
ings, Limited, Sutton-in-Ashfield. The original
reason for entering this field was the necessity for
producing one particular design of casting which
had proved to be extremely difficult to make by
conventional methods, and on which repetition
production quantities had been obtained only at the
expense of high scrap percentages. Experiments
with the shell-moulding process on this particular
casting, which is illustrated in the centre of Fig. 1,
showed that remarkable improvements could be
achieved with respect to surface finish, perfection
of detail, and freedom from porosity and inclu-
sions. This success gave rise to further develop-
ments in other directions until the present time,
when a large and steady increasing stream of com-
ponents is being produced by this method of manu-
facture.

* The Authors are on the staff of Sheepbridge Steel Castings
Limited.

fis. 1.— Group of Shell-moulded Austenite Steel Castings.

Propaganda Needed

With the successful opening up of this field of
activity, and the quantity production of a new type
of product, matters have reached a stage where
the principal need is for the potential user of such
castings to be provided with a clear indication of
the possibilities and limitations of the process, with
particular reference to design factors, surface
quality, and dimensional accuracy of the finished
product. Although the general principles of design
are the same for shell-moulded as for conventional
steel castings, it is possible, for instance, by virtue
of the relatively high permeability of the shell
mould, to incorporate much thinner sections than
with normal methods of castings. The casting
shown in Fig. 1, for example, has a general thick-
ness of J to ie in., the fins tapering from J in. at
the roots to tV in. at the tips, over their depth of
4+ in.  Similarly, the hindrances to contraction
offered by the mould being of a much lower order
than those of conventional sand moulds, the inci-
dence of hot-tearing is correspondingly reduced,
although this defect may, of course, still occur due
to other factors.

On particular types of steel castings, shell mould-
ing may permit the reduction or elimination of

Note the Good Surface Finish.
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Fig. 2.—Shell-moulded Steel Castings incorporating Thin Sections and Fine Detail.

feeding problenls associated with certain design
features. The removal of the excessive machining
allowance needed for castings produced by ordi-
nary foundry methods may reduce the thickness of
sections which are difficult of access for feeding to
an extent which will result in a completely sound
casting without special feeding arrangements. The
surface quality of the shell-moulded steel casting
oilers a very distinct improvement over that usually
obtainable from ordinary castings, and the castings
are particularly notable for their sharpness of con-
tour and perfection of detail, normally only asso-
ciated with castings in the alloys of lower melting
point.

It has in fact become possible, in the light of
these factors, to produce many types of casting
which would be altogether unsuitable for normal

methods of production, unless they were radically
modified—the latter frequently at the cost of pro-
longed and involved machining operations subse-
quent to casting. Such castings, as illustrated in
Fig. 2, carry a considerable amount of fine detail
and have extensive areas which are made up of
very thin sections. The main body of each casting
is only -ft- in, thick.

Although values for the dimensional tolerances
which are capable of being achieved by the shell-
moulding process have been quite extensively
quoted in the literature, it is considered inadvisable
to stipulate numerical values for these tolerances
on a general basis, as so much depends upon the
design and dimensions of a particular casting, and
upon the build-up of the mould itself. The process
is undoubtedly capable of very high degrees of

Fig. 3.— Valve Castings, comprising a Plain-carbon-steel Body and 13 per cent. Chromium-steel Wedge and
Sealings, all made in Shell Moulds.
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reproducibility -of certain dimensions, particularly
those which are controlled by a single element of
the pattern equipment. In more complex designs,
however, many dimensions are dependent upon the
mutual alignment of the various components of
the mould, and accuracy is therefore reduced. In
general terms, the present Authors would agree
with the remarks of B. N. Ames in the American
exchange paper to this year’s annual conference of
the Institute of British Foundrymen.*

A factor which is very closely associated with
dimensional accuracy, and which is frequently
ignored when numerical claims are being made, is
the accuracy with which the mode and degree of
contraction can be predicted with varying designs.
This, and not the moulding process, is the funda-
mental limitation to the attainment of very high
degrees of accuracy. Considering, for example, a
hypothetical casting dimension of 5 in., and allow-
ing 2 per cent, contraction, a total contraction of
0.100 in. may be expected to occur. Since con-
traction is dependent on several factors, such as
shape, thickness, etc., an error of 5 to 10 per cent,
in this prediction is quite possible, and would lead
to a difference of 0.005 to 0.010 in.; on very tight
limits this could of course be too great a variation.

To achieve very narrow limits of accuracy on a
given component, therefore, there is no doubt that
experience is required of the production of that
component over a period, and it would seem that
the most satisfactory procedure in most cases is
to commence with pattern equipment which allows
a margin of safety, the finishing allowances being
reduced to a minimum only after a run of castings
has been dimensionally checked and found to carry
sufficient metal for the proposed reduction. In
this respect, therefore, long production runs on a
particular casting offer a distinct advantage over
small quantities.

* "Survey of the Shell-moulding Method of Casting Produc-
tion,” Journar, July 2, 9 and 16, 1953
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Fig. 4.—Shell - moulded
Heat - resisting - steel
Automobile Valve
Castings.

Casting Low-carbon

Steels
It has been exten-
sively suggested that

some fundamental diffi-
culty exists to prevent
the successful produc-
tion of carbon and low-
alloy steels by the shell-
moulding process,
although of course the
austenitic stainless steels
have been in steady pro-
duction and demand for
some considerable time.
The existence of diffi-
culties was confirmed in
some of the early work
on carbon and low-
alloy steels at the Sutton foundry, but the results
of a considerable amount of experimental work since
that time have shown that, by the use of the correct
techniques for these materials, castings can be pro-
duced which are the equal of those in higher-alloy
steels in every respect. Large production orders for
carbon and low-alloy steel castings have already
been executed, and castings weighing up to 60 Ib.
in carbon steel are now in regular production.
There is no reason to suppose that the weight limit
lies at this level, and plans are being made to con-
tinue with still heavier castings in these materials.
Fig. 3 illustrates a set of wedge valve castings, con-
sisting of a mild-steel body and 13 per cent. Cr
steel seatings and wedge.

An entirely new venture for this country has been
the production of cast valves for the automobile
industry. These are produced both as complete
valves in austenitic steel (see Fig. 4), and with cast
austenitic-steel heads having welded-on stems of
0.5 per cent, carbon steel. These valves compare
very favourably with their forged counterparts, and
are likely to prove considerably cheaper.

It is, therefore, apparent that shell-moulded cast-
ings in all types of steel will very rapidly come to
the forefront for a large range of applications.
These applications lie partly in the field at present
occupied by conventional steel castings, but where
a high degree of accuracy and surface finish are
particularly important. The closeness with which
the finished dimensions may be approached will
obviously be attractive to designers and users for a
large number of components where it is desired to
reduce machining to a minimum, and where, in
many cases, parts are being cut from solid metal
or from forgings which carry a large amount of
machining.

The degree of accuracy of shell-moulded cast-
ings is not as high as that of the lost-wax or invest-

(Continued on page 759)
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Publications Received

Castings in Electrical Power Plant and Equip-
ment Issued by the British Steel Foundries’
Association, Broomgrove Lodge, Broomgrove
Road, Sheffield, 10.

This very well written and finely illustrated book-
let stresses the need for the greater availability of
electrical power for industry in this country and shows
how the resources of the steelfoundry industry can be
harnessed for the attainment of this object.

Steel

Engineering in Hiduminium. Issued by High Duty
Alloys, Limited, Slough, Bucks.

The publishers of this very interesting brochure have
produced a documentary film with the object of teaching
designers just what are the properties of cast and
wrought aluminium alloys and the booklet picks out
and illustrates the salient points. It is a very sensible
idea to reinforce memory by a permanent record and
one worth emulating by other firms using films for
business purposes.

Stewarts and Lloyds, Limited, 1903 to 1953

The major interest of this finely produced book is
the manner in which a half century of history has
been interwoven with the story of the progress this
great industrial enterprise has made. The choice of
event and picture has been such that people of all
ages recall the emotions engendered at the time.
No aspect has been neglected whether it be the family
“ trees ” of the founders of the company. Royal appear-
ances, sporting events, wars and national crises,
to  sensational murders. The period covering
as it does two world wars puts into relief the
essential role played by such large units of industry as
Stewarts and Lloyds. Very wisely, full use has been
made of maps, for but few pictorial representations
receive closer study. The dust jacket of this book
warrants no other adjective than “ excellent.” The art
of the old cartographer has been improved upon and
modernized—it even includes the “ Kontiki” and
coelacanth. In congratulating the publicity department
on the real merit of this production, one can only com-
ment that recipients of this book were indeed born
under a lucky star.

Safety Conference. The Council of Ironfoundry
Association’s new Safety Committee is organizing a
conference on this subject to be held at Ashorne Hill
from March 1 to 3, 1954.

Gas and Electric Furnaces. Birlec Limited, Erding-
ton, Birmingham have issued four pamphlets respec-
tively dealing with clcctric-furnace brazing: shaker-
hearth-conveyor gas furnaces; gas-carbonizing, and
arc furnaces. It is the last one which is of major
interest for readers. This is impressively illustrated and
attractively presented. The method has been to deal, in
order, with the melting of steel, cast iron, nickel, and
copper, and complete the whole by paragraphs on
special processes and laboratory olant. The claims for
the use of the electric furnace for the melting of cast
iron are well founded except, perhaps, without more
qualification of the statement “avoids loss of alloys
by oxidation.” The cupola is normally a reducing
plant. The second part enters very thoroughly into the
actual construction of furnaces. The change of capa-
cities available is now about two dozen as against about
four ill-defined ones at the end of the 1914-18 war.
Since this time, the maximum capacity has grown from
15 tons to 115 tons. It is a very acceptable brochure
and is available to readers on writing to Erdington.
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Ironfoundry Production

The General Bulletin of the Council of Ironfoundry
Associations makes the following comments on the
statistical position of the industry as revealed for the
third quarter of this year:—Total output was 826,896
tons, which is 3 per cent, less than in the correspond-
ing quarter of 1952. Changes have continued in the
distribution of output between the main sections of the
industry. For the fifth quarter in succession, the “ engi-
neering and jobbing ” share has fallen. Within this
section of the industry, agricultural and food-machi-
nery castings fared best, while marine castings were
among the items worst affected. The proportion of
total iron castings output accounted for by “ pipes”
fell slightly, for the first time since 1951. By con-
trast, the other main item which has been showing a
consistent upward trend, namely, “ ingot moulds,” has
continued to increase its share. The recovery in the
proportion of “ building and domestic” and auto-
mobile castings ” has also continued, while * railway
castings ” show a fall.

The numbers employed in the industry fell by
805 in the quarter compared with a drop of 3,702 in
the previous quarter. This is the smallest fall in any
quarter since the decline in the labour force started
in the second quarter of 1952. Unemployment con-
tinued to fall, from 2.1 per cent, of the labour force in
July to 1.7 per cent, in October.

According to the November Statistical Bulletin of
the Iron and Steel Federation there was a reduction in
employment in iron foundries on October 10 of 498
as against September 5, the total at the former date
being 140,301. A year earlier it was 152,743. The
steel foundries, however, showed increased employ-
ment. In October their labour force totalled 20,555, an
increase of 89 over September and 79 over October of
last year. During October, the average weekly quan-
tity of liquid steel made for the production of castings
was 11.400 tons. In September it was 11.300 and in
October, 1952, 11.700.

Tube Makers’ Slide Rule

The department of development and research of Tube
Investments Limited has brought out a special ?lide
rule for use in tube makers’ andi deep drawing calcula-
tions, as well as a booklet describing its formulation,
method of use and applicability. From the latter,
which runs to 30 or more pages, it is learnt that cal-
culations are possible relating to:—Actual weights of
finished tubes; weights of starting material; losses in-
curred during processing (six examples are cited); hot-
and cold-process planning; continuous annealing;
physical and chemical coatings: material testing and
electroplating. From this list, 20 examples of working
the rule are quoted in detail. The rule also includes,
of course, some of the scales normally to be associated
with ordinary slide rules. Although conversion values
of weight per unit volume as related to mild steel are
quoted for as many as 18 different metals, it seems a
pity that neither cast irons nor bronzes are amongst
them. However, doubtless founders wishing to use the
rule for calculations concerning iron pipe or metal
“stick” castings would have such ratios to hand.
Readers who are interested in acquiring information
as to availability should write to Mr. T. J. Lovell, of
the T.l. Group’s Information Service at the Adeiphi,
London. W.C.2.

About 470 peopte attended the annual dance, of the
Sheepbridge Engineering Works Sports Club, which was
held in the works canteen.
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Experiences in the Exothermic Feeding of Grey-iron
Castings*

By J. Grice

During recent years, tremendous strides have been taken in foundry technology and practice, probably
more than ever before. These developments have fundamentally affected the foundry at shop-floor
level, that is, they have not been abstruse metallurgical problems worked out in the laboratory, but steps
which have caused the foundryman to take considerable note of the natural forces that are at work, when,
for example, liquid metal is poured into a mould. Much has been written in the technical Press and
much spoken at the various branch meetings of the Institute concerning these natural forces and it is in
this context that it is felt the Author may be reiterating the obvious to many. Nevertheless, it is necessary
to restate basic principles to maintain the full fo rce of the results obtained from work described.

Methods of Running Castings of metal. The third reason is that, with bottom

Progressive solidification should be the aim of all
foundrymen when deciding how to feed a casting
and in designing the type of feeder to use. This
progressive solidification means that liquid metal in
a mould should freeze from the bottom to the top,
which indicates that in deciding on the method of
running a job, the hottest metal should be in the
feeders after the mould is poured. To get this
desired effect the inference from this is, that all cast-
ings should be poured from the top. This, of course,
cannot apply in very many castings. Many of the
examples in this Paper are jobs that are bottom run.
Why must jobs be bottom run? Three main reasons
come to mind right away; the first is that with a
large casting metal has a long way to drop when
being top run, giving the danger of sand pick-up,
and secondly, top running gives extreme turbulence

* Paper read before the Birmingham branch of the Institute
of British Foundrymen, Mr. T. Il. Taft presiding.

running, dross traps can be inserted in the runner.
W hilst on the subject of running systems it is worth
while mentioning the pouring basin. These should
be well rammed and clean, the down-runner should
be well defined and so cut that the stoppers will not
allow metal to seep into the mould. Only when the
pouring basin is full and the stoppers lifted should
metal enter the mould.

With one set of examples, that in the group
“ hydraulic cylinders,” it will be observed for the
above two reasons this type of job must be bottom
run, but with the second set of examples, those of
diesel-engine flywheels, these are top run, due to
the fact that the metal drop is small and there are no
cores to be disturbed by metal turbulence. Thus it
will be clearly seen that the ideal of hottest metal
in the top and coldest metal in the bottom, very
often cannot occur; in fact the very opposite hap-
pens, that of coldest metal in the feeders and hottest
metal at the bottom of the mould. Naturally, in a

Fig. 1 (left).— Test Block, fed entirely by Atmospheric
Pressure.
Fig. 2 (below).— Group of Coreboxes for making
Exothermic Sleeves.
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Fig. 3.—Single-cylinder Horizontal Diesel Engine of
15

h.p.

very large mould, whether top or bottom run, owing
to the large mass of liquid metal there will eventu-
ally tend to be, an even distribution of heat due to
convection.

Atmospheric Pressure and the Force of Gravity

Having got the liquid metal in the mould, it is
worth while to study for a few minutes what is
happening. There are two natural forces at work
to help the foundryman in his efforts to make sound
castings. In the first place, there is atmospheric
pressure at 14 Ib. per sq. in., and secondly, the force
of gravity, or alternatively, the actual weight of the
liquid metal bearing down upon itself. It is impor-
tant to point out here that atmospheric pressure does
not exert its influence on the open liquid feeder until
there is a thin shell of solid metal surrounding the
whole face of the casting. Then again as soon as
the top of the feeder is frozen over the effect of
atmospheric pressure is lost, thus it will be observed
that these two natural forces do not cease to func-
tion at the same time, but depend upon certain pre-
vailing conditions to allow them to keep at work.
As has already been said, as soon as the top of the
feeder freezes over and seals off the inside of the
casting the effect of atmospheric pressure is lost
completely and, let it be clearly understood, the loss
of this pressure is very serious take, for example,
a small feeder of 4 in. dia., the pressure exerted
here when the metal is in the liquid state is 175.8 Ib.
In Fig. 1is shown a test block which demonstrates
to the full the importance of atmospheric pressure.
It is a block 12 in. by 4 in. by 3 in. with a side
feeder 3i- in. dia. by 5 in. into which is placed an
atmospheric core. The only means of feed for this
casting is through the neck joining the casting and
atmospheric feeder. This casting on being cut in
half shows no shrinkage at all, in fact it is a perfectly
sound casting. To obtain this, the indications are
that feed has been entirely by atmospheric pressure
after a shell of solid metal has formed round the
outside of the casting.

A characteristic of this pressure can be noticed
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on a feeder of fairly large area.
surface metal is curiously buckled. However, once
the inside of the casting is sealed off, there still
is the effect of gravity which comes to bear with
ever decreasing power as solidification takes place.
It has been appreciated for years the importance
of keeping feeders in the liquid state and foundry-
men all know what rod feeding is with all its
laborious pumping under extremely trying condi-
tions. On the whole, however, it is felt that it is
little appreciated how short the time is, between
the pouring of a mould and the time taken for the
casting and feeder to be surrounded by a shell of
solid metal, thus giving rise to a consequent loss
of atmospheric pressure.

When cold, the

Exothermic Feeding Compounds

Now comes the question—how can exotherimc
compounds help in the successful feeding of a cast-

ing? First, a short description of what the com-
pound is, and of its application. It is a powder
which will niix with water, not too readily as it
happens. If mixed by hand quite a considerable

amount of stirring must take place before the mixing
is complete. Once thoroughly mixed, however, the
compound is mouldable and has quite a good green
strength, sleeves with a wall as thin as $ in, standing
6 in. high have been made quite successfully from
a corebox. Actually it can be made into any desired
shape, but the most useful and the one upon which
methods in this paper are confined is the sleeve
which is inserted into and made to line the feeding
head.

Fig. 2 gives a general view of coreboxes and also
the method of corebox construction. It consists
of a base in which is inserted a loose peg to give

Fkcotn Rummur B ox.

Figs 4 and 5— Method Sketch and Casting, showing
Former Method of Running and Feeding the Fly-
wheel.

Total weight, 5 cwt. 3 qr. 18 Ib.: feeder. 1 cwt. 1 qr. 18 Ib.:
yield. 76 per cent.
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E.XOTHERMIC
siccvce,

Figs. 6 and 7.—Method Sketch and Casting of Same
Design as Fig. 5, but using Exothermic Sleeve.

Total weight, 4 cwt.,, 2 qr. 22 |b.; feeder, 22 Ib.; yield,
95.8 per cent.
the inside size, and then two suitably dowelled

outside sections to make the outside diameter. The
boxes range in size from 2+ in. inside diamter with
a wall thickness of 4- in. to an inside diameter of
9 in. with a wall thickness of 14 in. A corebox
made along the lines described enables a sleeve to
be extracted with the minimum amount of disturb-
ance. Dependent upon the method adopted for
insertion of the sleeve in the feeder head, will rest
the decision whether or not a thin sand base is
rammed up first in the bottom of the corebox
before the exothermic material is rammed up. It
is important that the material itself does not come
into contact with the casting face, therefore, the
sleeve can have a thin oil sand base or, alternatively,
a ledge of sand can be made in the top part of th¢'
mould upon which the sleeve can rest.

Both methods have
been used and it rather
depends on the actual
job which way is adop-
ted. Naturally enough,
the sleeve needs to be
as near the casting as
possible, therefore, the
sand base or the ledge
of sand does not want
to be more than to
i in thick. Before re-
moval from the core-
box, the sleeves need to

Fig. 8— Twin Horizontal
Diesel Engine of 180
h.p. having a 6-ton
Flywheel.
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be well vented with a vent wire.
from the sleeve on ignition
care must be taken to see that it exhausts to
atmosphere and not into the liquid metal and,
of course, air must be available for combustion.
For drying, the heat in the drying stove need not
be too high, about 65 deg. C., one has been
put through a continuous core stove running at
175 deg. C. and it has fired off, but on the other
hand a dried sleeve when rammed up in the top
part of the mould, that is to say completely sur-
rounded by sand and then put into a mould drying
stove to dry the mould, at a temperature of
150 to 175 deg. C., the sleeve has not fired off. The
sleeves when dry are quite strong and will stand
quite rough handling and as just stated will not
break when being rammed up in a mould. The
standard depth used is e in. and it is quite simple
to build up to greater sized feeder if necessary.
As metal is poured into the mould and as the
level rises into the feeders, the sleeve is ignited by
the heat of the metal. The exothermic reaction

Gas evolution
is not excessive but

then sets in and produces temperatures up to
2,000 deg. C. Most of this heat is transmitted to
the metal and an actual increase in metal tem-

perature can take place, thus the premature solidifi-
cation of the feeder is prevented. Even after
burning, which takes some two or three minutes,
dependent, of course, on the thickness of the sleeve,
the burnt out material acts as an insulator prevent-
ing heat loss. Its insulating properties are approxi-
mately three times those of moulding sand. There
is another application of these compounds and that
is in powder form which is sprinkled on the top
of the feeder head. |In all cases of application that
will be described the powder is used in conjunction
with the sleeve and is applied fairly liberally after
the feeder is full of metal.

Diesel-engine Flywheels

After this introduction it is now possible
to turn to some experiences with the use of
exothermic feeding compounds in the feeding
of castings, and, it is important to state at

this outset, that the reason they were first used
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was from the point of view of making sound
castings. The economic aspect came later and was
quite incidental. It was decided to make a start
with a fairly light range of castings, although there
were large quantities off. These castings are fly-
wheels for a range of Diesel engines. Shown in
Fig. 3 is a photograph of a single-cylinder hori-
zontal Diesel engine showing these flywheels. There
are five sizes of this type of engine, varying from
15 h.p. to 27 h.p. The flywheels weigh 41 cwt.
each for the smallest size of engine, to 81 cwt.
for the largest. The trouble experienced in the
foundry was porosity under the feeder head and
extensive areas of porosity revealed on machining
the bore-

Figs. 4 and 5 show the former method of feed-
ing one of these flywheels and the residual feeder
after pouring, the yield of good casting to feeder
and runners being 76.0 per cent. These castings
are green sand cast and are made by impeller ram-
ming from a half pattern mounted on a cast iron
pattern plate. The composition of the iron is
TC.3.35; Si 1.98; Mn 0.70; P 0.53; S 0.116 mak-
ing 16 tons per sq. in. tensile strength. The size
of the boss which Was to be fed was Sin. dia. with
a 21 in. cor.e running through and it was s in.
deep. At this stage no basic information of the
type of sleeve to use was available; therefore a start
was made with a size which could conveniently
sit on the side of the boss. The size of sleeve used
was 21 in. inside diameter with 1 in. wall thickness
and the total height 9 in. that is, a standard s in.
sleeve with one-cut in half to make up the 9 in.,
and, in sleeves put on this type of casting all have
a sand base. The positioning of the sleeve was
quite simple, as shown at Fig. s, the sand base was
placed directly on the boss surface, a sprinkling
of sand placed round and gently hand rammed to
hold in position and then the whole impeller

Fig. 9.—Sketch showing Original Method of Running
and Feeding the Hydraulic Cylinder; and Fig. 10,
Finished Casting with Feeder attached.

Total weight, 1 ton 13 cwt. 2 qr. 4 |b.; feeder, 10 cwt,;
yield, 69 per cent.
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FOUNDRY TRADE

JOURNAL DECEMBER 17, 1953

rammed making the sleeve an integral part of the
top part of the mould. The runner was maintained
as previously.

Observations taken on these castings after pour-
ing proved extremely revealing. A close study was
taken on the reaction of metal in the feeder head.
For two minutes after pouring the firing off of the
sleeve took place and for another 90 seconds the
level of the metal remained quite still. Incidentally,
for these initial tests no exothermal powder was
put on the feeding head. After this total lapse of
time of 31 minutes, the level of liquid metal began
to fall quite perceptably for a depth of 4 in. This
took about 31 min. to occur, thus about 4 to 5 Ib.
of metal had been absorbed. The drop of the
level of the metal then ceased as far as observa-
tions with the naked eye were concerned and at
this stage exothermic powder "was sprinkled on, and
naturally enough observations from then on were
rather difficult but it is possible to say that 20 min.
after pouring the level had continued to fall and
that the metal was still in the liquid state. Fig. 7
shows the residual metal left on the flywheel boss
after use of an exothermic sleeve. It will be noted
that after taking the runner into consideration the
yield has increased to 96 per cent. A batch of these
castings was made and on machining were found
to be completely free from previous defects. The
question will naturally be asked did the use of the
sleeves completely clear up the trouble? In point
of fact this defect was completely cleared.

Range Handled

From the foundry method point of view, fly-
wheels for Diesel engines made by Tangyes, Limited,
can be divided into two main groups. There are
those weighing from 41 to 18 cwt. in this group
are those already described, which are green sand



DECEMBER 17, 1953

cast and fed on the boss, and a second group from
24 cwt. to 6 tons which are dry sand cast, in fact
on the very large sizes, the bottom, rim and top
are struck up in loam with the arms made from
dry-sand cores, run on the rim with four feeders
on the rim and two feeders on the boss and at
Fig. 8 is shown a 6-ton flywheel on a 180 h.p- twin
horizontal Diesel engine.

On these wheels also, porosity and even holes
under the feeders have been experienced, especially
on the boss. These faults were, however, over-
come by rod feeding and then when exothermic
feeding compound came along, these were used.
Of necessity, the description about this type of fly-
wheel must be brief. Of the one under considera-
tion the rim was 12 in. deep with 9| in. face, four
feeders 8] in. dia. by 12 in. deep being used, and
for the boss was 13 in. dia. with a 4i- in. dia. core
and 18 in. deep. The feeder here being slightly
smaller, 1\ in. dia. by 12 in. deep. Incidentally
to rod-feed this wheel, which was 3 tons 3 cwt. in
weight, took 4jr man hours. The exothermic sleeves,
which took the place of the feeders, were 41 in.
inside diameter with walls 1 in. thick and two 6 in.
lengths were placed on top of one another. Here
for the first time topping up must be mentioned.
For 30 min. the sleeves were topped up to take
care of liquid shrinkage. By the former method,
feeders knocked off from the casting weighed
9 cwt. 0 gr. 24 Ib-, whilst feeders from exothermic
feeeding weighed 4 cwt. 2 qr. 24 Ib. the composition
of these large flywheels was TC 3.32; Si 1.91;
Mn 0.69; S 0.125; P 0.64, giving 16.2 tons per sq. in.
On machining, the defects were completely cleared,
thus the yield had been improved from 88 to 93
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Fig. 11— Exothermic Feeding Method applied to a
Hydraulic Cylinder; and Fig. 12, the Casting with
Feeder Head attached.

Sleeve size, 8 in. i.d. by 12 in.;
paint; total weight. 1 ton 9 cwt.
1 cwt.; yield, 96 per cent.

painted with teiurium
1 gr. 8 Ib.; feeder,

per cent, and rod feeding completely eliminated.
Hydraulic Cylinders

From flywheels, attention was turned to another
group of castings, these are high-duty castings and
come under the heading of cylinders for general
hydraulic machinery. These cylinders are the main
component for hydraulic presses and tube-testing
machines. As will be well appreciated only sound
castings will be accepted for this kind of work.
Not only must the bore be absolutely free from
any defect after machining, but there must be no
leaking under pressure. These pressures range from
1ton to 1J- tons per sqg. in. If a casting be scrapped
due to leaking, not only is there the loss of this
casting cost, but the excessive machining costs are
wasted. Figs. 9 and 10 show a picture and methods
sketch of a hydraulic cylinder of the type described,
with the type of feeder used previously. The cast-
ing weighs 23£ cwt. and the size of the feeder is
20 in., that is the full diameter of the cylinder sec-
tion of the casting, the height of the feeder being
16 in. On being weighed after parting off, the
feeder weighed 10 cwt.

For purposes of comparison between this
cylinder just illustrated, it will be realized that this
type of job is in the “one of!” category and, there-
fore, it has been necessary to use a casting of the
same type for the second illustration. Figs- 11 and
12 illustrate the feeder and methods sketch of this
casting, it is larger in the cylinder section than the
previous one and is heavier in weight (28i cwt.).
The sleeve used on this cylinder had an inside
diameter of 8 in. with a wall thickness of H in,,
with a total height of 12 in (two 6 in. sleeves on top
of one another). In the moulding of the top part,
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in this particular case a ledge of sand was made
I in. thick, upon which the sleeves rested, thus these
sleeves had no sand base incorporated.

Immediately after pouring the casting, a fairly
liberal layer of exothermic powder was sprinkled
on the top of the metal in the feeder. First came
the exothermic reaction, lasting some minutes. The
level of the metal began to fall about two minutes
afterwards and was then so rapid that within eight
minutes the first topping up took place—35 Ib. of
metal being poured in. This initial rapid drop is
symptomatic of the use of exothermic feeding com-
pounds. At this stage there was a perceptable
slowing down in the rate of metal absorption, but,
nevertheless it was still at a steady rate, after
another 12 min. 30 Ib. of metal was poured in, and
after another 15 min. a final 20 Ib. of metal was
added, a total of 40 min. after pouring. The metal
in the feeder was liquid an hour and fifteen minutes
after pouring, no more observations being taken
after that time.

Yield

On knocking out, it was noted that after final
topping up, feeding had continued to the extent of
reducing the feeder from 12 in.—its original height
—to 6 in., the weight of the residual feeder being
1 cwt. Taking the weight of metal in the feeder
on the last topping up as 151 Ib., this indicates
that another 39 Ib. of metal was fed into the casting
before final solidification. In total, therefore,
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Fig. 13.—Sketch showing Running and Feeding Method
for a Cylinder, using an Exothermic Sleeve; and
Fig. 14, the Casting before removal of the Head.

Feeder, 12 in. high as poured and 7 in. high when solid,

diamoter 9 in.; 3 in. of “ piping.” Total weight, 1 ton
4 cwt. 0 qr. 6 Ib.; feedor, 1 cwt.; yield, 955 per cent.

124 Ib. of metal was fed in the casting, a metal
absorption of 3.9 per cent.

To confirm effectiveness of this experiment, close
observation was made on another cylinder of the
same type, the weight of the casting in this case
being 19 cwt. After pouring, the process of feed-
ing went on as before, after 10 min. 30 Ib. was put
in to top up. The top of the metal was well covered
with the compound in powder form and then left
without interference. However, observations were
made and one hour after pouring the metal was
still liquid in the feeder. On weighing the feeder
after it was removed from the pasting, it scaled
140 Ib., indicating that after the final topping up,
40 Ib. of metal was fed into the casting, making a
total of 95 Ib. in all, giving a metal absorption rate
of 4.5 per cent. The composition of the iron for
this cylinder was TC 3.20; So 1.3; Mn 0.64; P 0.43;
S 0.116 and the castings proved sound after machin-
ing and hydraulic test.

It was important at this stage to examine the
economics of the use of exothermic feeding com-
pounds. This was done, but for the sake of this
Paper, it is left until a little later on. In Figs. 13
and 14 are shown another example of a cylinder
using an exothermic sleeve, illustrating the casting
and method card.

Second Example

At this point it is desirable to give for examina-
tion the description of a series of methods used for
feeding another type of hydraulic cylinder. Whilst
this particular casting was being made, work was
still in the experimental stage in the use of exo-
thermic compounds and the point it is intended to
emphasize from this is, that if correct considera-
tion had been given in the first place to direct feed-
ing, much subsequent trouble would not have been
encountered. Figs. 15 and 16 give a general view
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of the cylinder under consideration, and show the
method of running. It is the cylinder for a tube-
testing machine, and particular note of the bracket
at the back should be taken.

In Fig. 17 is shown the first method tried out for
feeding this job and, as has already been pointed
out, work was in this experimental stage. Actually
the thickness of the sleeves were under review at
this time and it was the object here to pare this
down to a minimum. The actual size of the sleeves
shown .on this method was 24- in. and 3 in. giving
a sleeve of only £ in. wall thickness, two sleeves
being used on each head making a depth of 12 in.
for each. The object of placing the feeder in this
position was to get the maximum amount of feed
to the cylinder and to take care of feed metal
supply for the bracket at the back.

Fig. IS shows the bore of the cylinder after
machining, where there is porosity on the bracket
side, and significant is the rather smooth-contoured
appearance of the holes as opposed to the usual
sharp brittle appearance of porosity. Remedial
measures had to be taken to overcome this trouble.
It is not usually good practice to make two method
alterations at the same time, but in this case two
new lines were taken, first one of the feeders was
moved taking it over the bracket and the other
alteration was made by thickening up the sleeve
wall to | in. shown at Fig. 19. The feeder was
moved to help the bracket section and the sleeve
was thickened up as it was considered that the cast-
ing which weighed 7 cwt. was too heavy for this
thickness of material.

Further Experiments

On machining, the bore was again slightly porous,
but it is not proposed to introduce another illus-
tration here, as the porosity and its position was
absolutely identical with that observed in the fault
of method 1. After due consideration, a complete
reversal of policy was undertaken, to come with
what would have been done before exothermic
feeding. This is shown in Fig. 20, a full head,
covering the full diameter of the cylinder,
this was 13 in. dia. and 16 in. in height, however,
as will be observed after removal of the feeder and

Fig. 15—Front and Rear Views showing the Method
of Running a Tube-testing Machine Cylinder; and
Fig. 16, the Finished Casting.
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machining of the bore; Fig. 21 reproduces an
actual photograph of the machined bore. The extent
of the porosity had greatly increased, still occurring,
however, on the bracket side of the casting; also
worth noting is the extremely sharp broken surface
of the fault as opposed to the smoothness found
previously. W hat conclusion can be drawn from
this experiment as far as it had gone? First,
that although exothermic feeding did not produce
good castings with the methods used, the results
were far more encouraging than using a full un-
aided feeder with all its greater volume of metal
to feed from. Secondly the two methods used were
failing in only some slight degree to feed the cast-
ing and it was, therefore, necessary to provide the
extra bulk of metal and to hold it in its liquid
state so that all feed could take place.

It was necessary to understand that with the use
of the compound there was no need to use the
complete full head from the test just observed.
This fact was borne out from the tests taken on
the hydraulic cylinders. Fig. 22 gives an example
of the fourth method adopted, in this case the
sleeves had an inside diameter of 8 in. and were
12 in. deep and consequently gave full direct feed
to the casting. It will, of course, become apparent
that this particular cylinder is of the open ended
type as opposed to the closed ended type shown
in previous illustrations. With a full head the
centre core is completely through the feeder and
arrangements must be made for centring the core.

If either of the first two methods had been suc-
cessful there would have been no need to worry
about this centring of the cores as provision had
been made to have a coreprint in the top part.
Fig. 23 shows the cylinder actually in position on
a tube testing machine and shows up particularly
the perfectly clean bore.

Breaker Cores

The feeder heads described must be removed in
the machine-shops and already a saving was being
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shown by the use of the smaller feeder head, how-
ever, with the object of reducing the machine-shop
cost still further it was decided to insert a breaker
core between the casting and feeder head. With
the obvious ability of the exothermic sleeve to retain
a high temperature in the metal and the ease of
topping up, it was considered quite feasible to intro-
duce the breaker core. On the first test, an exo-
thermic insert was introduced in the apperture of
the breaker core. The casting was a cylinder, the
core being made in this instance of loam 18 in.
sq., } in. thick, the insert being j- in. in depth and
spreading 2 in. back from the opening. On pouring
this job, as soon as the insert fired off, an eruption
occurred in the feeder head, due to the evolution of
gas and completely inadequate venting, However,
once all gas had evolved and the metal had stopped
erupting, feeding went on as usual. After machin-
ing, although completely sound after hydraulic test
the surface was very broken and rather unsatis-
factory. This insertion of exothermic compound
has been since discontinued, just a plain breaker
core being put in.

Observations on the metal absorption have been
taken, using a breaker core and it is quite certain
that the narrowing of the aperture in no way
impedes the ingress of metal into the casting. The
ideal for the size of opening in a breaker core is
one-third the diameter of the feeder head, and
Fig. 24 illustrates a cylinder showing the break
between the casting and feeder. It is obvious that
the question of pouring temperatures is going to
spring to mind and information on this, with regard
to one’s own foundry pouring technique, is that
optical pyrometer tests have been taken and metal
is tapped from the cupola at between 1,400 and
1,425 deg. C. and poured at 1,360 to 1,390 deg. C.

Economics

Taking first the small flywheels, a saving of 10
per cent, was shown on metal costs. In the case of
the large flywheels, a saving of 2.33 per cent, in
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Two

Exothermic
Sleeves

Fig. 17—First Methdd used for Feeding the Tube-
testing Cylinder Casting; and Fig. 18, the Porosity
revealed in the Bore on machining.

metal costs is made. It would appear that on any
size job in cast iron, where there is only need for
one or two exothermic sleeves, a substantial saving
in cost of metal is made, due to the reduction of
residual metal. However, in the case of a job
where there is a multiplicity of headers, the saving
in cost of metal is toned down. These large fly-
wheels are a case in point. They have six feeders
and the amount of compound that goes into the
making of the sleeve is quite large and, as stated
previously, the saving in metal cost is 2.33 per cent.
With the example of the two hydraulic cylinders
discussed in detail, the saving in metal cost is very
satisfactory, exothermic feeding shows a saving of
23.7 per cent, in metal costs over the former method,
added to which must be taken into account the
elimination of one machining operation, that of
feeder removal.

Conclusions

W hat conclusions can be drawn from this work?
First, in cast iron, these compounds can make the
feeding of castings far less wasteful in the use of
metal than formerly. It is fair to say that to those
prepared to use these materials and study their
application the results obtained are extremely satis-
factory from two standpoints—sound castings and

TWO
Exothermic
Sleeves

fig. 19—Second Method used for Feeding the Tube-
testing Cylinder, which weighed 7 cwt. The Casting
again exhibited Porosity in the Bore.
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Full Feeder
Without
Exothermic
Sleeve

Fio. 20.—Third Method employed for Feeding the
Cylinder, without Exothermic Sleeve.  Serious
Porosity, Fig. 21, was revealed in the Bore.

Secondly, the statement “study their appli-
On small work, the cost of
the material outweighs its usefulness in its ability
to assist feeding. Where it is of value is where
there are relatively large volumes of metal to be
fed.

Finally the Author takes this opportunity to
thank Tangyes, Limited, for providing facilities to
allow this work to be done.

DISCUSSION

Mr. T. H. Taft (president) asked if the costs
referred to were foundry costs and not machining
costs.

Mr. Grice, replied that the machining costs were
not included.

Mr. Hird asked
coarsening of structure under the
slow cooling.

Mr. Grice answered in the negative.

Mr. Shotton asked how long the exothermic
reaction went on for, if, as Mr. Grice had said, the
material was liquid in the feederhead for one hour
after pouring. Was it the insulating properties or
the exothermic properties which gave this result?

Mr. Grice replied that when firing of the feeder
took place a rise in temperature occurred. He was
not quite sure what part each phase played, as he
had not used purely insulating materials.

Mr. Callaghan said he had recently made two
flywheels, 8 ft. dia. with a rim 2 ft. deep, and 10 in.
thick. Those weighed nine tons and had four risers
on the rim, and one on the boss. Tt took five men
6 hours to rod-feed the job, five men standing by as
spares, and three topping up.

Mr. Grice said that he thought that Mr.
Callaghan would need an insulating sleeve 9 in i.d.
and 12 in. deep to feed the flywheels, topping up as
necessary.

costs.
cation,” is important.

if Mr. Grice had found any
runner due to

Practical Measures

Mr. Callaghan asked Mr. Grice how he stored
the sleeves, because in his experience they tended
to absorb moisture.

Mr. Grice replied, that they used them as they
made them, within 24 hours.
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Mr. Bell asked if the weight of material fed to
the risers during topping up, was considered in the
yields.

Mr. Grice replied that this material was not
considered because it had become an intricate part
of the casting.

Mr. Hunter said that he thought from the com-
position quoted, most of the irons lyir. Grice used
would have had a shrinkage of up to 1.5 per cent.
Had Mr. Grice any experience with materials of
higher shrinkage, and also of the practice of running
into the feederhead without wusing exothermic
sleeves.

Mr. Grice replied that he had had no experience
of irons of higher shrinkage, and that most cast-
ings would have been difficult to run into the feeder
because of the core.

Mr. Hall asked whether Mr. Grice had experi-
enced any trouble associated with dross from resi-
dues of insulating sleeves getting into the sand and
subsequently affecting the remelting of scrap.

Full Feeder
WITH

exothermic Cone Taken

Feeder

FIG. 22.—Fourth Method for Feeding the Tube-
testing Cylinder, using a Full Feeder and Exo-
thermic Sleeve surrounding the Core.
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Mr. Grice said that he had had no trouble with
sleeves breaking up.

Application to Special Jobs

Mr. Francis said that he thought a running
feeder was excellent, and that many jobs could be
fed without exothermic feeding. It was only for the
special jobs that exothermic feeding was useful.

Mr. Grice replied that he had tried to emphasize
this in his Paper.

Mr. Dunning asked of what value was exother-
mic powder placed on the top of a feeder for retard-
ing solidification.

Mr. Grice replied that it had some value, but
proper exothermic feeding was much more satis-
factory.

Mr. Weaver asked whether the castings men-
tioned had been cast in green sand.

Mr. Grice replied that the small flywheels had
been cast in green-sand, whereas dry-sand had been
used for hydraulic cylinders, and the large flywheels.

Mr. Hall asked if the porosity in the hydraulic
cylinders would have been less had an iron of lower
phosphorus content been used.

Mr. Grice replied that they had to try and get
the strength required by specification.

Mr. Taft said that with an iron of lower phos-
phorus content, the costs would increase and Mr.
Grice agreed.

Mr. Cherry asked whether the cost of exothermic
materials had been taken into account in his figures.
M r. Grice replied in the affirmative.

Mr. Bond, referring to the cylinder, asked
whether it would be economical to use an insulating
material in an internal sleeve.

-Fig. 23.—Tube-testing Cylinder Casting (made by
Method Four) in Position after machining; the Bore
was Perfectly Sound.
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Fig. 24.—Hydraulic Cylinder Casting, with Feeder
Head attached, after using a Knock-off or Breaker
Core in the Mould.

Mr. Grice said that he did not think this was
possible.

Mr. Meridith said that the particular cylinder
referred to was badly designed from the foundry
point of view.

Mr. Taft said that he had a job to cast in
aluminium, which was used for special purposes,
and with that he couldn’t get a feeder on top and so
it had to be on the side.

M r. Grice said he thought there it would be pos-
sible to use a pencil core and surround the runner
with an exothermic feeder, Mr. Taft should then
get better results.

Iron and Steel Foundries Regulations

A reminder is issued that certain of the Iron and
Steel Foundries Regulations come into effect on Janu-
ary 1 of next year. The regulations in question are
No. 4 (arrangement and storage), No. 5 (work near
cupolas and furnaces), No. s (gangways and pouring
aisles), and No. s (protective equipment). The Chief
Inspector of Factories has powers of exemption (set
out in Regulation 10) in respect of Nos. 5 and s; these
powers do not apply either to No. 4 or No. s. Iron
and steel founders are therefore advised to give early
attention to the requirements of these two regulations.

It will be remembered that regulation 7 (dust and
fumes) and regulation 9 (bathing facilities and clothing
accommodation) will not come into operation for
another two years, namely, January 1, 1956.
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Royal Society of Arts

Offer of Endowed Prizes, 1954

The Royal Society of Arts, as trustee for the under-
mentioned endowments, offers the following prizes
during the year 1954:—

Beniamin Shaw Prize for industrial safety—The
Benjamin Shaw Trust was founded in 1876 “ for the
promotion of improvements in all matters relating to
unhealthy and dangerous occupations ”, a subject in
which the Royal Society of Arts has taken a practical
interest ever since its foundation in 1754. A prize of
£20 is offered in 1954 in accordance with the terms of
the Trust “for any discovery, invention, or newly-
devised method of obviating, or materially diminishing
any risk to life, limb or health, incidental to any indus-
trial occupation, and not previously capable of being so
obviated or diminished by any known and practically
available means ”. Entries may be in the form of
descriptive essays or models.

Fothergill Prize for fire prevention or fire-fighting—
Under the Fothergill Trust (established by the Will
of Dr. Fothergill in 1821) a prize of £20 is offered in
1954 for a descriptive essay or model embodying
some new idea for the prevention or suppression of fire.

Howard Prize for mechanical motive power—The
Howard Trust was established in 1868 for the purpose
of making awards periodically to the authors of
treatises on steam or other motive agents, and of
a prize of £20 will be awarded in 1954 to the author
a treatise on some aspect of the subject of mechanical
motive power.

Conditions of Entry

(1) Entries for the above prizes must be received
by the secretary of the Royal Society of Arts, 6/8
John Adam Street, Adelphi, London, W.C.2, not later
than July 31, 1954, and must be clearly marked with
the entrants” name and address and the prize for
which they are submitted. Essays must be typewritten.

(2) The Society cannot accommodate bulky apparatus
for judging. Such entries must be submitted by means
of written descriptions or models, but the Society may
subsequently require a demonstration with the actual
apparatus.

(3) The Society reserves the right to divide or with-
hold all or any part of the above prizes, should the
quality of the entries, in the opinion of the judges,
justify such a course.

(4) The Society reserves the right to exhibit or
publish any entries (the copyright being retained by
the competitor).

(5) The Society cannot accept any responsibility for
the safety of any papers or models submitted to it for
the purpose of these awards.

(6) The decision of the Council of the Society regard-
ing all matters connected with the awards will be final
and correspondence cannot be entered into regarding
the reasons for any decisions it may take.

Other Offers—Particulars of the following awards,
also offered by the Society, are published separately
and may be obtained on application to the secretary,
viz — [

(a) Awards of various kinds under the Thomas Gray
memorial trust for the improvement of navigation and
the education of the Merchant Service.

\b) Bursaries and prizes under the Owen Jones and
Art Congress studentship trusts awarded in connection
with the Society’s annual Industrial Art Bursaries
competition. (This competition is primarily organized

(Continued at foot of col. 2)
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Training for lIronfounding
Industry's Neiv Committee
The ironfounding industry, through its national

organization, the Council of Ironfoundry Associations,
has appointed ,a recruitment, training and education
committee. Recruitment of new entrants to the industry
has not been easy of recent years. Many boys and
young men arc unaware cither of the opportunities
for advancement which ironfounding offers—many of
the present day leaders of the industry began their
careers as workmen or in subordinate positions—or of
the great, and permanent, importance of iron castings
to the country’s economy.

Although the Council has done much to further
knowledge of the industry among school-leavers, the
work of training new entrants, and the higher educa-
tion of foundrymen, the feeling among ironfounders
now is that these activities should be placed upon
a more systematic and effective basis. This is the
purpose of the new committee, which represents
eighteen associations of ironfounders and two technical
bodies—the British Cast Iron Research Association and
the Institute of British Foundrymen.

Among individual members of the committee
are: Sir Harold West (Newton Chambers & Company,
Limited), Mr. N. P. Newman (chairman of the Council
of Ironfoundry Associations), Mr. H. V. Shelton (chair-
man, British Ironfounders’ Association). Mr. S. H.
Russell (chairman of Trustees, National Foundry Craft
Training Centre), Dr. J. G. Pearce, O.B.E. (director,
British Cast Iron Research Association), Mr. V. C.
Faulkner (EditOI’, Foundry T rade Journal), Mr. G. R.
Shotton (director, Shotton Bros., Limited), and Mr.
W. S. Matthews (training officer, Stanton Ironworks
Company, Limited).

Application of Shell Moulding to Steel
Castings
(Continued from page 747)

ment casting, because it is still dependent upon
assembly of separate mould parts and cores. It
will be found, however, that many castings which
have been produced as investment castings as the
only possible method can now be made by shell
moulding. This applies more particularly to the
rather larger items; for extremely small and intri-
cate components, the precision investment method
will probably remain supreme. Examples of typical
jobs for the gas-turbine engine which may be pro-
duced by shell moulding are elbow joints, “T ”
pieces, etc., for use on the pipe systems. In addi-
tion, serious consideration should be given to the
question of producing some of the turbine blades,
particularly stator blades, and work on this project
is already in hand.

A fire on December 1 seriously damaged the main
administrative block of the steelworks of Richard
Thomas & Baldwins, Limited, Scunthorpe.

for the making of substantial awards, subscribed by
industry, to students of industrial design.)

(c) The Russian Embassy Prize (founded in 1919),
awarded in connection with the Society’s examinations
in the Russian language.
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Notes from the Branches

Birmingham President’s Address

At the inaugural meeting of the session for the Bir-
mingham branch of the Institute of British Foundry-
men, members heard a forthright address from their
new president, Mr. T. H. Taft, on the right attitude to
take in relation to development work. In the course
of his remarks Mr. Taft said: —

Development work in the first place, requires brains
and skill and it would be difficult forjmyone to quarrel
with the opinion that there is the necessary ability in
these islands. This point of view is substantiated by
.past achievements for generations, and right up to the
present the British claim to be the inventors and
pioneers of the larger portion of new ideas and develop-
ments in all fields. But can it honestly be said, however,
that the same claim can be made in the foundry
industry? The point to be stressed is the practical
development of ideas to the stage where they are of
commercial value.

Personnel engaged on experimental work must be
imbued with a team spirit, the academic, technical and
practical ideas should be pooled, and agreement reached
by everyone concerned, on the goal “it is desired to
reach (not a very difficult decision to make), a clear
idea should be obtained of the line of investigation to
take, a definite time factor allowed before results can be
expected, and the amount of money to be spent
decided. These last two factors being synonymous. All
stages of development should be planned and reports
given at regular intervals to managements, which would
help to alter the attitude of certain die-hards who hold
the idea that experimental work costs too much and
does not give an economic return. Men on develop-
ment work should be cost conscious, and appreciate
that “ time is money ” whatever the basis of payment
operated, and an appeal should be made to both
management and personnel not to ask for, or make
promises that cannot be kept, bearing in mind that it is
better to start with doubts and finish up with con-
victions rather than start with convictions and finish
up with a whole crowd of doubts.

Bringing in Wider Interests

Considerable time will elapse before our industry is
established on the basis of all fundamentals being
brought down to an exact science, therefore, whilst
present conditions operate much of the job will remain
an art. It follows that a logical and commonsense
approach will often make for the same rate of progress
as the scientific and academic one. Ideas, however
brilliant in conception, will have to be proved on the
shop floor—the right approach to this part of the
problem is important. Many promising developments
have failed to reach fruition because some relatively
small detail problem could not be overcome. Again,
it is emphasized that the man on the shop floor having
a different approach will often find a solution if his
interest can be held, thereby maintaining progress; team
spirit will be strengthened, and mutual respect en-
hanced. If a man will show he is not ashamed of being
in the wrong, he is merely saying, in other words, he
is wiser to-day than he was yesterday.

Finally, it is generally accepted that we do not take
second place to our friends across the Atlantic on tech-
nical matters. Although this may be true, the little lead
that may be there, is more than balanced by their
approach to development problems, and the enthusiasm
and the planning they put into their job. Therefore,
| suggest that if founders can impart into their develop-
ment work, the true spirit of co-operation, they can
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then say that the motto of the Institute “ Science hand
in hand with Labour ” is in truth being carried out.

Australia (Victoria)

The first annual convention of the Australia (Victoria)
branch of the Institute of British Foundrymen was held
from November 12 to 14 in Melbourne. It was opened
by an address by Sir John Storey, chairman of Ripco
Limited. This was followed by a paper from Mr. H. E.
Greenbank, on behalf of New South Wales branch
of the Institute of Australian  Foundrymen,
who gave “ An Opinion of the State of Metallurgical
Control in the Ironfoundry Industry in Australia.” The
afternoon session was devoted to hearing a paper from
Mr. A. Bell on “ Patternmaking for Production Cast-
ings ” and an open discussion on shell moulding.

In the evening, T.S. 38 sub-committee’s report, pre-
pared by the Institute of British Foundrymen, was pre-
sented as an exchange paper. This was followed by a
paper by Mr. E. R. Thomas on “ The Ronaldson and
Tippett Foundry.” The next day (November 13) was
devoted to visiting the works of H. V. McKay Massey
Harris, and Ajax Pump Foundry, whilst on Saturday,
the members heard papers from Mr. C. A. Sanders on
“Why Sand Control ? ” (the American exchange lec-
ture); from Mr. J. Anderson “ Preliminary Report on the
Manufacture of S-g. Cast Iron in the Electric Furnace,”
and from Mr. W. H. Dobson on “ Gamma Radio-
graphy with Radioactive Isotopes.” The afternoon was
free for delegates to watch cricket and at 6.15 the annual
banquet was held. The conference was organized by
Mr. H. A. Stephens and Mr. G. D. Thompson, the
honorary secretary.

At the October meeting of the same branch, a paper
“ Production Castings in the Small Mechanized Foun-
dry ” was read by J. D. Holt, works manager, Ajax Pump
Works. The Author, discussed problems associated with
the establishment of a small mechanical section for pro-
duction castings on a semi-mass-production basis, deal-
ing also with problems associated with the choice of
mechanical equipment. Suitable pattern arrangements
and moulding-box equipment were discussed and em-
phasis was placed upon the production-engineering view-
point and methods of obtaining fully-acceptable castings,
as regards surface finsh, close jointing and minimum
machining allowance.

“

Bristol and West of England

A morning meeting of the branch was held on Novem-
ber 21 when a small but enthusiastic company heard a
lecture presented by Mr. G. W. Nicholls on “ Efficient
Production Methods for Machine-tool Castings.” Mem-
bers found particular value in the talk as many of the
castings illustrated and described by Mr. Nicholls were
much larger than those produced in West-of-England
foundries. One point which was made apparent to the
audience was the need for careful quality control of all
processes, whether melting, moulding-sand preparation,
etc. Mr. Nicholls stated that since this form of quality
control had been established in the particular plant under
consideration, scrap had been reduced by 50 per cent,
in a comparatively short time. Not only did
Mr. Nicholls emphasize this, he also stressed the need
for close co-operation between design staff and all the
foundry departments—a slight alteration in the design
of a component could often save hours of work in the
foundry without impairing the efficiency of the casting.

In replying to questions, Mr. Nicholls stated that
radiography could only be considered justified when the
probable location of trouble was at some known spot
In a casting. As a routine inspection method, the cost
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of examining large casings would be prohibitive. In-
sulating sleeves were considered ideal for use on certain
types of castings, but care should be exercised in the
selection of the particular sleeve for any given casting
—a badly-designed casting could render any insulating
sleeve useless, since any benefit which might be obtained
from the sleeve could be nullified by poor or bad run-
ning technique. It was the speaker’s view that chills
should only be used once, and that when coating chills
it was preferable to apply the coating medium over a
matte rather than a ground surface. In proposing a
vote of thanks to Mr. Nicholls, Mr. Heath said he was
sure all members present had learned much from the
paper, a feeling echoed by Mr. Balme, who seconded.

London Branch—East Anglian Section

The annual dinner of this section was held on
November 13, at the Oriental Cafe, Ipswich. Approxi-
mately 60 members and guests were present, including
the president and secretary of the parent branch, Mr.
B. Levy and Mr. W. G. Mochrie. The dinner was
followed by a short concert given by local artistes. The
arrangements were again in the able hands of Mr. H.
Ward, president of the section.

A meeting of the section took place on November
17, when the speaker for the evening was Mr. A. P.
Lovat, whose Paper “ Production of Silica and Mould-
ing Sands ”, outlined the mechanical methods used in
quarrying, the degree of supervision necessary to pro-
duce the different types of sands needed, also the
methods used to seek out new ways of blending and
processing sand to improve the efficiency and quality
of the product for use by founders. The Paper was
also illustrated by a short film. It was followed by
an interesting discussion, questions being asked about
sand properties and various methods of processing, etc.
The meeting concluded with a vote of thanks to Mr.
Lovat proposed by Mr. Dobbic, who said that con-
sidering Mr. Lovat admitted he was not a foundryman,
he had been very instructive, and had shown a keen
insight into the problems associated with the foundry
industry.

Tees-side

The Tees-side branch is organizing an apprentice
competition divided into four sections: patternmaking,
ironfounding, steelfounding, and non-ferrous founding.
Three prizes are being offered and entries have to
reach the secretary not later than December 31. The
competition is different from the usual run as the
entrants have to make a pattern or a casting in their
normal place of working.

Inadequate Supervision Blamed

Mr. Commissioner Sachs at Birmingham Assizes
awarded £3,724 damages and costs to James Quirk
against Morris Motors, Limited, for personal injuries
received through the alleged negligence of the defen-
dants. For the plaintiff it was stated that when stand-
ing on a plank, painting the roof of defendants’ works
at Foleshill, Coventry, a batten supporting one end
of the plant gave way and Quirk fell 25 ft. to the
ground. His injuries were such that his left leg had
to be amputated. In defence it was stated that plaintiff
was the author of his own misfortunes since he had
been told the correct way to erect the scaffolding with
poles and hooks and had not followed the proper pro-
cedure. The Commissioner held, however, that the
cause of the accident was lack of proper supervision.
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Parliamentary
Technological Education
When Mr. Lee asked the Chancellor of the

Exchequer whether the Government would establish
a college of technology, Mr. Butier said that, as
announced on January 27 last, the Government pro-
posed to develop higher technological education in
London by building up the Imperial College of Science
and Technology. Outside London, the University
Grants Committee had invited universities and colleges
which were concerned with higher technological educa-
tion on its grant list to submit their plans for develop-
ment. When all these plans had been received and
examined it would be possible to make a further state-
ment.

Mr. Lee asked the Chancellor whether he would not
agree that the recent Government announcement of the
restoration of the cuts made upon the Department of
Scientific and Industrial Research could not really suc-
ceed unless we could wed science more closely to
industry, and that it would, therefore, be the correct
policy to give to some college university status in order
that we could produce more technologists and scientists
to assist in this process. He suggested that Manchester
would be an ideal centre for such a university.

Mr. Butler, in reply, said it was quite clear that the
Government intended to go forward with higher tech-
nological education and to afford status to the institu-
tions thereby endowed. The first one to be mentioned
here was London, but it was quite clear that Man-
chester was well in the running for a further place.
There was also a certain institution in Scotland en-
visaged. He hoped that the House would realize that
the Government meant business in this matter.

German Exports

“1 have no evidence that the export of capital goods,
including locomotives, is directly subsidized by the
Government of Western Germany, but all German ex-
porters receive some benefit from the remission of a
proportion of their tax payments,” said Mr. D. Heath-
coat Amory, Minister of State, Board of Trade, when
replying to questions by Mr. G rimond and Mr. Fien-
burgh. The Minister added that the British Govern-
ment had taken a lead in international efforts to eliminate
export incentives of this kind which amounted to in-
direct subsidies. The Government was taking up
through the various agencies the question of the dis-
continuation of all export subsidies by Government.

Asked if he was aware that credit terms offered to
various German manufacturers were such as to appear
to be disguised subsidies, Mr. Amory said that the
Government was looking into that matter, too, but
though the question of credit available might have some
influence on these lost orders, price was the main reason.

The Draft Iron and Steel (Compensation to Officers
and Servants) (No. 1) and (No. 2) Regulations were
approved in the House of Commons recently.

The Minister of Labour Said recently that the
number of operatives reported by firms in the metals,
engineering, and vehicles group of industries to be
working short time fell from 32,000 in the week ended
May 23 to 13,000 in the week ended August 29 (the
latest date for which statistics were available). He was
not aware of any general increase in under-employ-
ment in these industries since August. The number of
persons registered as unemployed in the same indus-
tries decreased from 75,000 in March to 45,000 in
October.
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Qualcast sued by Employee

Mr. James Thorpe, of Osmaston Road, Derby, was
awarded £130 11s. 7d. damages against his employers,
Qualcast, Limited. Derby, by Judge Sir Henry Braund,
at Derby County Court last week.

Mr. H. G. Talbot, for Thorpe, said the claim was for
damages for personal injuries received by Thorpe at
the Qualcast factory on March 27, 1952.

Thorpe, who was employed as a pattern moulder,
sustained the injury when some molten metal which
he was catching in a hand ladle, fell on his left foot.
As a result. Thorpe had to have two small skin grafting
operations, but he was not expected to suffer any
permanent disability.

Special damages of £80 11s. 7-}d. had been agreed,
Mr. Talbot said, subject to liability.

Mr. Thorpe told the Judge that he had worked with
the firm for 20 years and had been a pattern moulder
for five years. On the day of the accident he had gone
to a cupola in the die-casting shop to get some
metal in a hand ladle. As there were several bull
ladles waiting to be filled he climbed up on a platform
and lowered his ladle into one of the bull ladles to
catch a supply of metal. This was the usual practice.
As he withdrew his ladle, three-parts full, metal from
the stream hit the back of his ladle and then splashed
on his leg. Thorpe said he used this method of filling
his ladle because he understood that the die-casting
machines could not be kept waiting and the bull ladles
could not be taken away from the cupola until they
were filled.

Mr. I. Sunderland, for Qualcast, Limited, said there
was no evidence that the firm expected their workmen
to take any risk unusual in the industry. Protective
spats were available free to any workman who asked
for them, but Thorpe had made no application.

Trade Unions in 1952

Part 4 of the report of the Chief Registrar of
Friendly Societies (Sir Bernard White) has recently
been published. Apart from political funds, the report
relates only to the transactions of registered unions.
It is estimated, however, that, so far as unions of
employees are concerned, the membership of registered
unions represents about 90 per cent, of that of the
whole of the trade union movement in Great Britain.
During the years 1937-1952, the membership of unions
of employees increased from 4,214,000 to 8,377,000
and their funds from £16,032,000 to £67,607,000. Thus
the average funds during this period have increased
from £3 16s. to £8 Is. per member.

The expenditure of trade unions falls under three
main headings: “ working expenses,” which represent
the expenditure necessary to maintain the organization
and carry out its primary objects; “trade benefits,”
such as unemployment and dispute pay; and “ provi-
dent benefits,” which are simiiar to those provided by
friendly societies and range from sickness and acci-
dent pay to superannuation and funeral benefits. The
extent of these provident benefits, the report says, is
not always realized, but in 1952 payments for sickness,
accident and funeral benefits amounted to £1,767,000
and for superannuation pay to £2,039,000. Payments
for provident benefits in 1952 represented 22.5 per cent,
of the total expenditure for the year as compared with
4.2 per cent, expended on trade benenfits and 58.6 per
cent, on working expenses. In 1936, comparable per-
centages were 30.3 on provident benefits, 11.6 on trade
benefits, and 41.2 on working expenses. The report is
published by H.M.S.O. (price lIs. 3d.).
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Standard Packaging Code

Foundrymen and enamellers, especially those sending
out finished goods, are often discouraged by the evi-
dence of poor handling of containers in transit, and
there is little doubt that much of the damage sustained
by packages is due to inefficient handling. There is
little that the packer can do to control the treatment
given to his goods after they leave his factory. There
is, however, a great deal that can be done to improve
the handling of packaging materials and filled con-
tainers during movement from one part of the factory
to another or during the loading on to vans or wagons
for the first stage of their journey. Manual handling,
however experienced the operator, is expensive in time
and labour and the use of an efficient system of
mechanical handling generally results in a reduction of
accidents with a consequent greater safety to the
operatives and less damage to the goods. With this in
mind, the British Standards Institution has prepared
a section of the Packaging Code (B.S. 1133, section 4)
dealing with mechanical aids in package handling. It
describes the many types of equipment available and
gfves notice to assist users in selecting equipment and
using it to the best advantage. This section contains
about 80 illustrations of typical pieces of equipment
likely to be of use to packers. Copies of this section
of'the Code may be obtained from the Institution’s
sales branch at 2, Park Street, London, W.l. (price ss.).

Ouzledale Foundry Reorganization

Mr. J. K. Haighton, who recently resigned from the
position of manager for Richard Haighton, Limited (a
subsidiary of Pope & Pearson, Limited), Vulcan Iron
Works, Nelson and Burnley, has now been appointed
progress and development engineer for the Ouzledale
Foundry Company, Limited, ironfounders, of Bar-
noldswick, via Colne, Lancs, manufacturers of a range
of all-night firegrates. Two additional representatives
have also been appointed to deal with expanding busi-
ness, Mr. J. D. Mills, of Fleet, Hants, who will represent
the London and home-counties area; and Mr. S. E.
Elsmore, of Walsall. Staffs, to represent the firm in Bir-
mingham and the Midlands.

The Ouzledale Foundry Company, Limited, have
much improved their plant and equipment, and further
evidence of this is to be found in an ambitious pro-
gramme to be completed in the new year. This in-
cludes a mechanized moulding plant in addition to the
already extensive moulding shop, large fitting and
assembly bays and a modern office block. Facilities
for employees have also been fully catered for by the
installation of shower-baths, clean-clothing lockers, and
a canteen capable of catering for 200 meals at one
sitting.

Foundry Equipment.—As a means of advertising, the
reviewer has often expressed personal dislike of
folders, because they wusually lack the quality of
permanency and fail to find a proper place in the
office files of business literature. However, one received
from the Molyneux Foundry Equipment, Limited, of
Marlborough Works, Marlborough Road, London, N.19,
has the merit of being an artistic production. On open-
ing it discloses a chequered pattern and illustrates in
each of the six squares, a grinder, a mould dryer, a
fettling bench; a core-blower and two types of mould-
ing machines. Of its type, this folder is an excellent
example of the good use of limited space. It is available
to readers on writing to N.19.
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New Ultrasonic

FOUNDRY TRADE

By Thomas A. Dickinson

Comprehensive cross-sectional views—showing the
exact size, shape, and location of defects in castings
—are now being obtained by means of a new ultra-
sonic test method developed by Electro-Circuits,
Inc., Pasadena, Calif, U.S.A. In general, the new
process is related to older ultrasonic test methods to
the extent that it involves the use of acoustical pheno-
mena which make it possible to: (1) Generate a high-
frequency vibration or “ inaudible sound ” with the
resonance value of a given inspection medium by
using oscillating current to expand and contract a
piezo-electric crystal; (2) propagate the sonic impulse
through the test medium until the impulse comes in
contact with a non-resonant substance—such as the
gas retained by a defect within the medium or a
surface which supports the test specimen; (3) detect
and amplify “ echoes.” produced when ultrasonic
vibrations make contact with non-resonant media;
and (4)convert the amplified echoes into visual signals
which can be projected on to the face of a cathode
tube, calibration of which is such that echoes pro-
duced by flaws can be quickly and accurately distin-
guished. Fig. 1 shows a schematic layout of the
equipment devised.

Conventional Methods

With conventional ultrasonic testing facilities, all
this is usually accomplished by “ contact scanning "—
that is, by manually holding a crystal transmitter/
receiver unit in close contact with one surface of a
test specimen. Close contact is essential because
ultrasonic vibrations of the types used in testing
materials have frequencies ranging upward from
about 1,000,000 cycles per sec.,, and consequently
cannot be effectively propagated through the thinnest
layer of air (although they will penetrate most
liquids and solids).

Contact scanning remains an effective method of
testing materials with relatively smooth and flat sur-
faces. But, as the method was previously operated,
it was difficult to ascertain the size, shape, and loca-
tion of an internal flaw because each defect produced
a visual signal with approximately the same size and
location on the face of the cathode tube.

New Contact Medium

W here the new ultrasonic testing technique is em-
ployed, castings with highly-irregular surfaces can
be effectively tested because both the inspection
medium and the vibrating piezo-electric crystal are
immersed in a fluid (usually water, although other
liquids such as mercury and oil have served the same
purpose). The liquid, of course, serves as a con-
ductor for the ultrasonic impulses.

Considerable energy is echoed when ultrasonic im-
pulses, travelling through a fluid, first encounter the
inspection medium. However, if the frequency of
the signal is in reasonable conformity with the
acoustical properties of a casting, enough energy will
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Testing Method
Fio. 1.—Schematic Layout of Equipment used by

Electro-Circuits Inc. (America), for the Ultrasonic
Testing of Materials.

enter the casting to produce a secondary echo which
will indicate the presence or absence of an internal
flaw.

Because there is no need for contact between a
piezo-electric crystal and the surface of an inspection
material, the crystal can be manually or mechanic-
ally moved back and forth over the test specimen—
transmitting and receiving hundreds of ultrasonic
impulses per second. This is analogous to the scan-
ning operation which makes it possible to transmit
and receive television signals. Fig. 2 shows the
operation of “ scanning ” a casting.

Possibilities of the Method

Consequently, if immersion-scanned echoes are
amplified and properly projected on to the screen of
a cathode tube, it becomes possible to observe the
size of each internal flaw and the location of the
flaw with reference to the upper surface of the in-
spection medium. This, in turn, makes it possible
to distinguish insignificant flaws from the sort of
internal defects that merit rejection of the casting.

Visual signals produced with immersion-scanning
equipment are made to impinge on the face of a
cathode tube having a special phosphorescent screen,
which causes each to glow for many seconds. Thus,
a large number of signals representing a multitude
of details in the cross-section of a casting can be
simultaneously viewed and (if necessary) recorded
with photographic equipment (Fig. 3).

Apparatus

The specific design details pf the mechanical de-
vices used in immersion-scanning different articles
depend to a great extent on the nature of the products
that must be tested in each circumstance. For pro-
duction purposes, it is generally desirable to have a
special tank for the immersion solution. However,
since the tank may be very large or very small, this
cannot be regarded as a serious limitation. Where
the construction and use of tanks has been
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Fig. 2.—Casting Immersed in a Water-filled Tank and
Scanned with an Ultrasonic Search Unit.

impractical, as in the inspection of underground pipe-
lines and major items of plant equipment, special
immersion fixtures have been employed. The usual
purpose of such fixtures is to keep a steady stream of
water flowing over the piezo-electric crystal and a
surface of the article being tested.

The piezo-electric crystal is usually installed in a
tubular housing or “search unit,” which is adjust-
ably mounted so that its output can be directed at a
test specimen from any desired angle. Such focus-
ing is advantageous because flaws in different
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materials produce echoes having varying magni-
tudes in accordance with the angle from which they
are scanned. For example, a crack may appear to
have pin-point dimensions if it is scanned from
one end; but, if it is scanned from the side, it may
turn out to be a flaw extending several inches
through the metal.

Frequencies

Output frequencies of standard crystals for the
immersion scanning of castings range from about
five to 25 megacycles. These are somewhat higher
than the frequencies previously used in ultrasonic
testing work, and they are superior because they per-
mit the detection of flaws such as inclusions which
might not otherwise be located. High ultrasonic
frequencies are not practical where contact scanning
methods are employed, because they necessitate the
use of extremely-thin piezo-electric crystals, which
can be easily scratched or damaged when they come
into contact with other materials.

Comparisons

The cost of constructing and operating immersion-
scanning facilities is said to be comparable to the
cost of standard X-ray facilities. However, ultra-
sonic and X-ray test methods are not directly com-
parable in other respects. For one thing, X-rays in-
dicate the total thickness of a material or product;
and, if less material is present than was expected,
the existence of a flaw must be ascertained in terms
of the size, shape, and location of the “ missing
material.” Ultrasonic equipment, on the other hand,
indicates a sharp change in density; and, if such a
change occurs at some unexpected point, immedi-
ately-obviousevidence of a possible flaw
Secondly, whereX-rays indicate the location of

a voidin two dimen-
sions and show most
clearly those voids
whose length is parallel
to an X-ray beam,
ultrasonic scanning can
be used to identify a
flaw in three dimensions
and is usually most
sensitive to those defects
which are “normal”
to a sonic beam
see Fig. 4.

Fig. 3.—A Test Specimen
immersed in the Glass-
walled Tank {lower,
left) has been machined
so that “ Flaws ” were
visible from the side,
but not from overhead,

where it was Scanned
by an Utrasonic
Search Unit. Note the

image produced on the
Television-type Cathode
Screen {upper, right).

is obtainec
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Fig. 4—X-rays showed a Test Specimen had apparently
no defects, bin Ultrasonic Testing Equipment in-
dicated the Presence of an Internal Crack. On
Sectioning the Specimen, the Crack hw revealed.

Furthermore, it is worth noting that ultrasonic
investigation can be used in the inspection of many
materials the dimensions or compositions of which
are such that they cannot be penetrated by gamma
radiations of the type now used for test purposes.
Such materials include thick steel castings and rela-
tively small castings made of lead, and brass alloys.

Like gamma radiations and all other forms of
energy, ultrasonics can be dangerous in certain cir-
cumstances. However, no special safety measures
are essential to the use of ultrasonic test equipment
because the energy generated therewith ig of low in-
tensity and (as previously noted) will not penetrate
a thin.layer of ordinary air.

Iron-ore Imports

Iron-ore imports in October and the total for the
10 months of the year to date, with comparative figures
for 1952, are shown below.

Month ended Ten months ended

Country of origin. October 31. October 31.
“* 1052, 1953. 1952. 1953,
Tons. Tons. Tons. Tons.
Sierra Leone 79,400 42,760 659,191 626,096
Canada 05,005 94,540 603,742 953,697
Other Commonwealth
countries and Eire 32,220 25 50,102 176,254
Sweden 296,391 332,598 3,030,421 3,183,461
Netherlands 5,437 3,070 30,635 24,297
France 38.243 32,537 355.164 376,253
Spain 45,496 35,122 589,764 382,979
Algeria 136,289 169,084 1,436,494 1,589,550
Tunis 63,320 488,139 483,717
Spanish ports in North
10,500 224,858
Brazil 9,004 26,287 82,359 253,176
Otherforeign countries 78,259 123,879 620,002 1,188,185
Total 852,424 923,522 8,170,901 9,237,665

Wage Calculating Tablesl

Designed primarily for the road haulage industry, but
of use “for other 44-hr. week workers, the R.H.46 Wage
Calculator shows at a glance the exact wages_due for
the number of hours worked. Copies are obtainable at
Is. 6d. post free, from Eric Cant, 9, Billet Lane, Horn-
church (Essex).
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Iron and Steel Institute

Special Meeting in Sweden

At the invitation of the Board of Jernkontoret,
a special meeting of the Iron and Steel Institute will
be held in Sweden from June 5 to 19, 1954. The

meeting has been divided into three parts: —

First Part (Jane 5-10).—Preliminary to the main
meeting, visits to works and other places of interest
will be made at Gothenburg, Vasteras, and Suraham-
mar. Departure from London by steamer will be on
June 5; Gothenburg, June 7 and s; Vasteras, etc.,
June 9; arrival Stockholm, evening June 9.

Second Part (June 10-12).—The main meeting in
Stockholm will begin with a reception at Jcrnkon-
toret on the evening of June 10. There will be a
technical session on the morning of Saturday, June 12,
followed by visits to works and places of interest.
Evening entertainments arc to be provided. The
departure from London by steamer is on June s;
arrival at Stockholm, June 10. Arrangements can be
made for members who prefer to travel by air to join
the above parties at either Gothenburg or Stockholm;
they can return from Stockholm on June 13 or later.

Third Part (June 13-19).— After the main meeting,
there will be three alternative excursions, by special
sleeping car trains, to Swedish industrial centres. The
first two of these to Varmland (Hellefors, Uddeholm,
Bofors, etc.) and Dalecarlia (Sandviken, Domnarfvet,
Falun, Fagersta, etc.) will leave Stockholm on the
evening of Sunday, June 13, and return to Stock-
holm on June 17, or to Gothenburg for connection
to steamer, arriving London on June 19. The third
excursion to Lapland (Narvik, Kiruna, Gallivare,
Lulca, etc.), will leave Stockholm on the morning of
June 13, and return to Stockholm on June 18, to
connect with the steamer leaving Gothenburg on
June 19 and arriving London on June 21.

Rehabilitating the Disabled

To restore shattered lives to something approaching
normality calls for action beyond the miracles of
surgery and medicine. A disabled person must be
able to take his place in a productive capacity with
his fellow-workers once more. At Sheffield recently,
the British Rehabilitation Council, in association with
Sheffield University Department of Social and Indus-
trial Medicine, tackled this problem, and to show what
could be done, Dr. R. A. Trevcthick introduced six
disabled workers from the Steel, Peech & Tozer Branch
of the United Steel Companies, Limited. One, for
example, whose left arm and leg and right thumb
had been amputated, was recently trained as a tele-
phone operator.

At national level, the Ministry of Labour formed,
in 1945, Remploy, Limited, the annual meeting of
which took place on the same day as the Sheffield
conference. Sir Robert Burrows disclosed that there
were now 90 Remploy factories employing some 6,000
disabled workers and producing a wide range of goods,
including light engineering manufactures. Nearly
£2,380,400 was lost in the last financial year, but this
was about £62,000 less ,than in the previous year. As
Sir Robert pointed out, the national revenue benefited
from income tax paid by the workers, purchase tax
paid on their products, and the saving in financial
assistance which they would have received had they
not been employed.
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Personal

Dr. P. H. Sykes has been appointed a director of
the British Oxygen Company Limited.

Mr. J. H. Greenwood, who has been works
manager of the Caledonia Engineering Company, Brad-
ford, for 33 years, has been presented with a clock on
his retirement.

Mr. G. J. Shaw has been awarded the degree of
Ph.D. by the Birmingham University for his work on
the structures of cast iron produced by the continuous
casting process.

Mr. R. I. Tayror is relinquishing his position as
metallurgist. Suffolk Iron  Foundry, Limited, to
take up an appointment with Guest Keen & Nettlefolds
(Cwmbran), Limited, as chief metallurgist.

Mr. John Macnish Of the Charterhouse Industrial
Development Company has been appointed a director
of Aluminium Castings Company, to fill the vacancy
caused by the death of Mr. R. S. Dyballr.

Mr. L. Greenwood, chief electrical designer in
the machine department of the Chelmsford (Essex)
works of Crompton Parkinson, Limited, has been
invited to become a Fellow of the American Institute of
Electrical Engineers.

Dr. C. J. Mackenzie, president of Atomic Energy
of Canada, Limited, and chairman of the Atomic
Energy Control Board, has been awarded the Kelvin
Medal of the Institution of Civil Engineers for his work
in scientific engineering.

The Coal Utilisation Council has elected Mr. J.
Stanleigh Turner president of the council for the fifth
successive year. Sir John Charrington has been re-
elected vice-president, and he, Mr. Turner, Sir William
McGitvray, and Mr. H. V. Shetton are confirmed as
trustees for another year.

Mr. H. wirtiams has been appointed manager of
the Worcester branch of British Insulated Callender’s
Cables, Limited, in succession to the late Mr. C. H.
Panting. He joined the former British Insulated Cables,
Limited, in 1932, as a sales engineer at Swansea, later
transferring to the Cardiff office.

Mr. L. H. Cooper, chairman of the Mond Nickel
Company, Limited, has been elected a vice-president
of the parent company. The International Nickel Com-
pany of Canada, Limited. Dr. John F. Thompson,
chairman of Inco. announced that Mr. Cooper will
assume the new office on January 1, 1954.

Prof. N. F. Mott, f.r.s., is to succeed Sir
Lawrence Bragg, Who for the past 15 years has
occupied the Cavendish Chair of Experimental Physics
at Cambridge University. Prof. Mott, who is 48, has
been Henry Overton Wills Professor of Physics and
director of-the Henry Herbert Wills physical labora-
tories at Bristol University since 1948.

Mr. A. H. Brinkman, who was formerly manager of
the Portsmouth branch of the heating and air-treat-
ment division of the Brightside Foundry & Engineer-
ing Company, Limited, has now taken up the branch
managership at Liverpool. Mr. P. Baverstock, Who
lately held an executive post at the London office of
the company, has now become branch manager at
Portsmouth.

University court WOrk will not be new to Mr.
J. B. Mavor, chairman of Mavor & Coulson. Limited,
manufacturers of mining machinery, etc., of Glasgow,
who has been appointed assessor to Dr. T. J. Honey-
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man in his capacity as Rector of Glasgow University,
for in 1950 he served as assessor to Mr. Walter Elliot,
after the death of Sir Frederick Stewart, chairman of
Thermotank, Limited.

About 100 industrialists from all parts of the north
gathered at Newcastle-upon-Tyne to make a presenta-
tion to Mr. F. C. Wake, who has given up his post
Northern Regional Controller for the Ministry of
Supply. Sir Claude D. Gibb, managing director and
chairman of C. A. Parsons & Company, Limited,
founders and engineers, of Newcastle-upon-Tyne, pre-
sented Mr. Wake with a cocktail cabinet on behalf of
the industrialists.

Mr. Andrew Thompson, secretary of Smith|
Patterson and Company, Limited, the Blaydon-on-Tyne
firm of ironfounders, and their subsidiary company,
Taylor Stoker Company, Limited, of London, has this
week (December 14) completed a remarkable record of
service. Although he is still only 64 years old. he has
completed 50 years’ continuous service with his .firm.
The directors entertained Mr. Thompson at a small
party held to celebrate the occasion, for, as Mr. W.
McC. Dodds, joint managing director, pointed out,
Mr. Thompson’s achievement was one which was hardly
likely to occur again in the firm’s history.

Obituary

Mr. Wittiam F. Dunne, who had been in busi-
ness at Sunderland as W. F. Dunne, Limited, shipping
engineers’ agents, has died at the age of 56.

The death has occurred of Mr. Wilfred J.
Temple, Who was once secretary of the former Tees
shipbuilding” firm of Railton, Dixon & Company,
Limited. Since 1924 he had been with Fergusson, Wild
ELCC??mpany, Limited, ore merchants, etc., of London,

The death has taken place of Mr. Thomas D avies,
who was, until his retirement some months ago, works
superintendent of the Laycock Engineering Company,
Limited, Sheffield. = Mr. Davies, who was in his early
sixties, had been associated with the company since its
earliest days. He was awarded the M.B.E. in 1944.

A recognized authority 0n steam locomotive design
for 47 years, MR, F. H. B. Harris, formerly chief
draughtsman of W. G. Bagnall, Limited, has died at
the age of 81. He was with Bagnalls for 15 years and
before that was chief draughtsman of Kerr Stuart &

Company, Stoke-on-Trent. He retired in 1947 but
worked part time for some years later.
The death is announced of Mr. Hugh Wylie,

chairman of the Sussex Rubber Company. Limited. His
several directorships included those of the engineering
firms of Cornercroft, Limited, London, S.W.l, James
Beresford & Son, Limited, Birmingham, Lancia
(England), Limited, Alperton (Middx), and Macdonald
Gibbs & Company (Engineers), Limited.

Mr. Reginald Frost, who died recently, was
blast-furnace superintendent at the Margam Works of
the Steel Company of Wales, Limited, from January,
1951, until his recent retirement through ill-health.
After being assistant blast-furnace manager at Dow-
lais, he was appointed to a similar post at Ebbw Vale
in  1920. He became assistant blast-furnace man-
ager at Margam in 1933. As manager of that depart-
ment between 1937 and 1951, Mr. Frost was associated
with much of the reconstruction of the blast-furnace
plant.
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News in Brief

The ltalian bell foundry Of Vittorio Veneto this
year celebrated the 500th anniversary of its founda-
tion.

At the annual general meeting of the Engineers’
Guild it was stated that the Guild now has nearly 3,600
members.

At the annual prize distribution of the Wolver-
hampton Die Casting Bowls Club. Mr. F. Lee received
the Private Greens League Trophy.

The Dunlop Rubber Company Limited have created
a division for the technical development, manufacture
and sales of belting at their Speke factory.

Thirty employees of Hadfields, Limited, Sheffield,
received 25 years' service awards recently, and became
members of the firm’s “ 25 Association.”

Brierley Hill Manufacturers and Traders’ Asso-
ciation donated the prizes for the Brierley Hill Schools
Art Exhibition which opened last week.

Twelve local authorities in Scotland are consider-
ing proposals for the setting up of smokeless zones,
according to the Scottish Fuel Efficiency Committee.

The Engineering Centre, Limited, Glasgow, has
now been voluntarily wound up and Mr. William Urc
Primrose Lawson, c.a, 115, St. Vincent Street, Glas-
gow, appointed liquidator.

Long-service certificates have been presented to
15 employees of Bradley & Foster, Limited, iron-
makers, etc.,' of Darlaston, who have completed 25
years' service with the firm.

British Insulated Callender’s Cables, Limited,
announce that Mr. H. Williams, mb.e., t.d., am.i.c.e.,
has been appointed manager of the Worcester branch

of the company in succession to the late Mr. C. H.
Panting.
Mr. Allan Avison. director of the David Brown

Corporation, has secured, in face of keen German
competition, a contract for industrial gear-boxes and
equipment worth over £100.000 from an Indian cement
manufacturer.

Sir John Woods, a director of the English Electric
Company, Limited, was present at the company’s
works at Thornbury, Bradford, last Saturday, when
certificates and trophies won by the firm’s apprentices
were presented.

Members of the Federation of Light Metal Smelters
announce that, until further notice, their maximum sell-
ing prices for the undermentioned alloys will be as
follow:— LM1, £135; LM2, £145; LM4, £152; LMs.
£180. all per ton.

The College of Production Technology, Swinford
Old Manor, near Ashford. Kent, is organizing courses
of lectures in all the main industrial centres of this
country, starting in January. Details are available
from the secretary of the College.

The technical resources Of two concerns—Inter-
national Combustion Limited, and Carl Still (European
designers of coke-oven plant)—have been combined in
a new organization: International-Carl Still, with offices
at 19 Woburn Place, London, W.C.I.

A development plan of Hadfields, Limited, Shef-
field. for producing precision castings for the aircraft
and allied industries, by the precision investment pro-
cess, was announced recently by the firm's managing
director, Mr. H. Humphries.
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New works cOsting about £5,000,000 are to be built
in England by Associated Portland Cement Manu-
facturers, Limited. One of the works is to be near
Cauldon (Staffs), and the other near Westbury (Wilts).
The capacity of each will be 175,000 tons a year.

A silver tea-service, the glft of the Wednesbury,
Darlaston and District Manufacturers’ Association, to
Wednesbury Corporation was handed over by the
president, Mr. Len Prichards, at the meeting on
December 7 of the Wednesbury Borough Council.

Fewer workers are seeking to improve their educa-
tion and knowledge of affairs, says the annual report
to the Court of the University of Sheffield. The increas-
ing strain of industrial life, the complications of “ shift ”
working, and the calls, trials, and distractions of modern
life are the reasons given.

Natural gas may be conducted to central Canada
from Alberta by pipeline within the next few years.
According to Mr. C. D. Howe, Canadian Minister for
Trade and Commerce, a pipeline for natural gas costing
about S300,000,000 would take two years to build, and
work might start next summer.

T. W. Ward Limited announce that Mr. H. W.
Seeker has been appointed chairman as Mr. G. Wood
is to resign at the end of this year but is to become
vice-president. Mr. Arnold Carr is to become assistant
managing director and Mr. R. F. Stagg, at present a
local director, has been made a director.

Following their successes this year, Aston Martins
have an even more'ambitious programme for next
year. Mr. David Brown, head of the Huddersfield en-
gineering firm which bought out the Aston Martin
firm after the war, is taking a team of three DB.3S
cars to Buenos Aires next month to compete in the
Argentine 1,000-kilometrc race.

The Photographic Society Of Ley’s Malleable
Castings Company, Limited, Derby, have held their first
birthday party at the Osmaston Park Hotel, Derby.
About 50 members and guests attended this supper and
social. Membership of the Society is open to em-
ployees of the firm and meetings arc held each fort-
night at Ley’s Works Institute.

TWO experimental stations had been set up by the
West Midlands Gas Board at Saltley and Solihull, near
Birmingham, where gas was being produced experiment-
ally from black residual oil without the use of coal,
according to the Minister of Fuel and Power, Mr.
Geoffrey Lloyd. Production on a large scale was to
start shortly at a new plant at Stafford.

E. H. Shuttler & Son, brass, gunmetal and alumi-

nium founders, propose moving their factory from
Seven Kings. Essex, to a site at Station Approach,
Littlestone, Kent, in the Borough of New Romney.
The New Romney Borough Council have expressed
concern at the housing position in the district and are
to make enquiries as to the possibility of exchanges.

The biggest ship ever built on Tees-side, a steam
turbine tanker, of 32,000 tons, dw., is due to be launched
from Haverton Hill yard of the Furness Shipbuilding
Company. Limited. The owners, Gulf Oil Corpora-
tion, of New York, have a sister ship on order from
the same builders, who have also contracted to build
four other tankers of similar size for other owners.

“ Scotland makes just about everything.” That is
the observation made by Mr. C. A. Oakley, Controller
for Scotland of the Board of Trade, in a book he
recently edited entitled “ Scottish Industry: An
Account of What Scotland Makes and Where She
Makes 1t.” The book was published recently under

(Continued on page 768)
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Neies in Brief

(Continued from page 767)

the auspices of the Scottish Council (Development and
Industry), price 25s.

A new factory covering an area of 10,000 sq. ft.
is to be built for the Peterhead Manufacturing Company
Limited. Over 100 men, all from Peterhead and dis-
trict, will work in the new factory, which will make
gear-boxes and similar products. Building will start
at once by Scottish Industrial Estates Limited, and the
firm expect to have the' factory—an extension of the
existing one—operating in the Spring.

The presentation Of cither a watch or a cheque was
made by the management to nine workers at the
Froghall (Staffs) works of Thomas Bolton & Sons,
Limited, copper smelters and refiners, etc., to mark
their completion of 50 years’ service. There were 33
men who have completed half a century in the firm’s
employ present at the ceremony, but many received
their presentations privately earlier in the year.

New offices for Pollock Brown & Company,
Limited, one of the “ 600” Group of companies and
the southern counties' largest scrap enterprise were
opened on November 26 by Mr. Harold G. Cohen, the
company’s chairman and a director of George Cohen
Sons & Company, Limited, the Group's parent. The
new building replaces the offices partially destroyed by
bombs in 1941 and stands at the entrance of the
premises of the company at Northam, Southampton.

F. E. Weatherill,
N.17, manufacturers of the *“ Weatherill” range of
hydraulic loading shovels, announce that they have
been appointed main distributors for Great Britain
and all territories overseas for the “ Epping Auto-
Shunter ” which was successfully introduced by the
manufacturers, Epping Engineers, Limited, some six
months ago. Mr. J. E. T. Watson, sales manager for
Chaseside Engineering Company, Limited, since 1948
until recently, has now joined this company in a similar
capacity.

The Projectile & Engineering Company has held
another annual long service dinner at the Ardington
Rooms, Clapham Junction, with Sir Lynden Macassey,
k.b.e. q.c., one of the directors, in the chair. At the
dinner six gold watches were given to members of the
firm who had completed 25 years’ service. This now
brings the total of employees who have served with
the company for 25 years or more to 78. The
company also distributed badges to all the recipients
of gold watches, as a sign of membership of the PECO
25 Club, composed of all these long-service employees.
It is anticipated that the club will now meet annually
to celebrate.

Sir Hugh Chance urged more firms to release their
young employees for general education in working
hours, when he addressed a conference in Birmingham
arranged by the West Midlands Group of the British
Association for Commercial and Industrial Education
on the theme “ Day Release of Young Employees for
Further Education.” Sir Arthur P. M. Fleming, direc-
tor of the Research and Education Committee of Asso-
ciated Electrical Industries. Limited, said that in his
own firm the principle of day release applied to every
grade and age of worker. The scheme had operated
for the past 50 years and of the 24,000 employees,
about 2,400 were taking part.

Speaking on “ An approach to maintenance ” at a
joint meeting of the Yorkshire section of the Textile
Institute and the Dewsbury Textile Society at Dews-
bury early this month, Mr. H. Brookes, of Bradford,

Limited,
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stressed that maintenance shops could not afford to be
equipped with out-of-date machinery. If the manage-
ment expected to do a good job of production there
must be comparable equipment and facilities. He
urged managements to organize maintenance as an
equal partner with production, because much over-
lapping of responsibilities and misunderstandings could
occur iIf the duties of the maintenance and production
staffs were not clearly defined.

Mr. W. B. Lawrie, m.sc., gave a joint paper with
Mr. W. A. Attwood, m.a., a.m.i.mech.e.. 0n the
subject of “The Formation and Prevention of Atmos-
pheric Contamination in Factories” to the Manchester
Association of Engineers recently. They described the
efforts being made, both in the fields of pure research
and technology, to discover new processes, or to adapt
old ones, both to collect dust when formed and to
eliminate it by the introduction of superior
methods. They quoted the methods developed in this
field and extensively publicized in this Journal and
concluded that further research into the whole subject
of dust suppression was essential. Both speakers are
H.M. Engineering Inspectors of Factories.

The growing interest Of Singer Motors Limited in
components for aircraft and in other engineering con-

tracts will in no way diminish attention or energy
applied to car manufacture, sales and service—this
assurance is given by the company’s chairman, Mr.

A. E. Hunt, in his statement for the annual meeting
to be held in Coventry on December 30. With
reference to the production of a lightweight tractor,

Mr. Hunt states that the company believes there is
a large demand for it, particularly overseas, and in
due course manufacture of such a lightweight

tractor would usefully occupy part of their resources.
Production at present was deliberately limited until they
had completely satisfied themselves on all points of its
mechanical efficiency.

Mr. S. Gordon Stoan, general sales manager of
Rubery, Owen & Company Limited told members of
the West Midlands branch of the Institute of Export
in Birmingham, that there is little hope of a resumption
of normal trading with China. Mr. Sloan was re-
counting his recent trip to China with 14 other British
managers. It was much more likely that trade would
have to be done with Government agencies and possibly
with Chinese purchasing agencies in this country. The
primary need of the Chinese was heavy capital equip-
ment; they did not need consumer goods. One of the
main difficulties in trading with China at present was
that, as normal commercial relationships did not exist,
the only system that could be used was barter, and it
was that system which the mission were trying to find
a way of by-passing.

M r. Charles J. Rhodes, director of Joseph Rhodes
& Sons, machinery manufacturers, of Wakefield, one
of the largest factories in that city, was so annoyed
about the one-day token engineering strike, which left
him with only two production engineers and one
apprentice, that he has decided to withdraw holiday
bonus pay which amounts to £14 a year. It was Mr.
Rhodes who over 30 years ago had to resign from the
Engineering Employers' Federation for introducing a
five-day week and granting holidays with pay. More
recently, half the annual profits of the firm were shared
among the workpeople, but this scheme, having been
found impracticable, had been replaced by a system
of weekly bonus payments. Mr. Rhodes has made it
clear that his decision does not affect these payments.
What will be cut are the holiday gifts—£5 at Christmas,
£5 at August Bank Holiday, £2 at Easter and £2 at
Whitsuntide.
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F. & M. SILICON
BRIQUETTE
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FERRO-SI LICON
BRIQUETTES

It is well known that the hardness of ordinary cast Iron depends to a
large degree on the Silicon content of the metal. Silicon acts as a softening
agent in cast iron by its action in reducing the amount of combined
carbon, which is liberated in the form of free graphite. The presence of
free graphite and a low combined carbon content contribute towards

easy machineability.

For the past twelve years, F. & M. Supplies Ltd. have provided in their Ferro-Silicon Briquettes
a practical, convenient and economical means of increasing the amount of Silicon in a cast

iron.
Silicon contained

The necessary number of Briquettes is added to the charge in the Cupola and all the

in the Briquettes passes into the molten metal with only a negligible loss
because the element is protected during

Its progress through the oxidising zone.

An important function of F. & M. Ferro-Silicon
Briquettes is in the production of dense iron
castings with high tensile strength. The foundry-
man usually ensures sufficient " softness ” in his
castings by using a pig iron with 3 to 4 per cent.
Silicon. Such pig irons are frequently coarse-
grained with large graphite flakes and, when used
in ordinary cupola mixtures of pig and scrap iron,
are apt to give rise to castings containing large
graphitic flakes. This coarse-grained structure,
which is particularly developed in the thicker parts
of the section, results in an iron of comparatively
low tensile strength.

By using pig irons of medium Silicon content
(2 to 2'5 per cent. Silicon) which possess a
denser structure owing to their smaller graphite
flakes, and increasing the Silicon content of the
metal by an appropriate addition of F. & M.
Ferro-Silicon Briquettes to the cupola mixture,
an iron with much smaller graphite flakes and,
therefore, with a denser structure, is produced.
At the same time, the metal is readily machineable,
although it is denser and stronger, as the com-
position of the metal remains unaltered from

DIRECT FROM
MANUFACTURER
TO YOUR 4,

FOUNDRY

that obtained by the use of higher Silicon
coarse-grained pig irons.
Technical advice for any special working conditions gladly given on request
tier.

F.&M.SUPPLIES LTD

BROAD

STREET PLACE, LONDON,

Telephone: LONDON WALL 7222 (4 lines)
WORKS: COLDHARBOUR, POPLAR, LONDON, E.l4.

EC.2

Manufacturers also of:

FERRO MANGANESE, SILICOMANGANESE AND FERRO CHROMIUM BRIQUETTES
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Company Meeting

Hale & Hale (Tipton), Limited

MAINTENANCE OF HIGH QUALITY STANDARDS

Mr. W, Edgar Hale on Nationalization and
Rizing Costs

The 17th annual general meeting of Hale & Hale
(Tipton), Limited, was held on December 16 at the
Station Hotel, Dudley, Mr. W. Edgar Hale,
M.l.Mech.E., the chairman, presiding. The following
is an extract from his circulated review: —

The profit and loss account of the holding company
shows a trading profit of £89,208, which compares with
£101.310 for the previous year and a net profit of
£29,280, as compared with £39,029.

Your Directors recommend that the final dividend
on the ordinary shares should be maintained at the
rate of 17i per cent., less tax, making a total distribu-
tion for the year of 25 per cent., less tax.

The consolidated trading profit for the year amounts
to £124,469 and compares with £143,717 for the previ-
ous year and thus shows a decrease of £19,248. Taxa-
tion absorbs £68,093, there is a consolidated net profit of
£49.202. Last year the consolidated net profit amounted
to £57,408, and there is thus a reduction of approxi-
mately £8,000.

The result of the year’s trading has not been quite
up to the standard of recent years, but on the whole
| fee! that it is excellent. The very high level of taxa-
tion is desperately serious in relation to industry, and
while we know that there arc certain features of
national finance to which the Chancellor of the Ex-
chequer is obliged to pay great respect, nevertheless,
it is sincerely to be hoped that in the next Budget
there will be some further relief from taxation of busi-
ness. it Is interesting to note that in our own case,
and in that of so many other industrial concerns, a very
small amount is received by the proprietors in relation
to each £1 expended in the particular enterprise. In
the case of our own company 98.56 per cent, is required
to maintain the financial fabric, and that leaves the
balance of 1.44 per cent, to go to the proprietors in
the form of dividends.

Sales

Although steady sales were maintained throughout
the main part of the past financial year, there was a
fall towards the latter part. This fall was mainly due
to general conditions throughout the industry, one of
the chief factors being the absorption, by large users,
of stocks which had accumulated during the war and
the years since, throughout the shortage period. This
falling off continued for some months, bringing with
it an atmosphere of competition which could hardly
be regarded as healthy; but conditions are now stabiliz-
ing.

The delivery position has considerably improved and
we are now in a position to offer a first-class product
within a reasonable time. | am pleased to say that the
sales are now improving steadily as our materials, both
Blackheart malleable iron and “ Permalite ” are becom-
ing readily available to more and more users. With its
greater availability, our high-tensile material “ Perma-
lite ” is finding considerable favour in an increasing
number of trades where steel castings and forgings
were previously used. The “ Hale” shipbuilding wedge
is now' finding its way into the world’s shipyards, and
our exports of this device have increased considerably
over the past year. With a first-class material to offer
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to every user of our castings we can face the future
with every confidence.

Subsidiaries

Chatwins, Limited has extended its clientele, and its
production of solid-fucl appliances, sold under the
trade name of “ Sunbeam ”, have become increasingly
better known. The company hold a very heavy order-
book, and all things being equal, it can look forward
to the future with confidence.

J. & J. Whitehouse (Tipton), Limited— Due to the
difficulty of recruiting suitable labour, there has been
a falling off of production, despite a good order-book.
The position is under constant review of the manage-
ment and it is hoped improved methods will help
production in the future. The company produces cast-
iron hollowware for the tropics, and trades under the
well-known name of “ Phcenix.”

It has been a year calling for more managerial skill
than has been the case for some years now. There is
no gainsaying the fact that we are gradually moving,
as a nation, into an era of considerable competition in
manufactured commodities of all. kinds. Be that as
it may, 1 am convinced that we shall be able to do
good business in all the world’s markets which are
calling for a high standard of quality of material and
skill in production.

Our own production is of a very high standard of
quality, calling for high degree of skill, which as a firm
we are well able to provide and that, 1 am sure, will hold
us in good stead as time goes on. | do not see how it can
be possible for our material to be sold at a much lower
price than that which has been prevailing for some time
now, for the simple reason that our largest purchases
which are represented by coal, gas, electricity, and pig-
iron, are all supplied by nationalized industries. It is
difficult to define the difference between private owner-
ship and nationalization, but there is some psycho-
logical aspect of it which renders the whole idea quite
useless and of no benefit to anyone. As a rough idea of
the increases in price of raw materials and power we
have had to face since 1945, | would instance approxi-
mate figures as follow:— Pig-iron, 125 per cent., coal,
33 per cent.; electricity, 39 per cent.; and industrial gas,
132 per cent. There is no option in the matter of
these increases by the nationalized industries—we just
have to pay them, or go without the supplies.

Nationalization of certain sections of the country’s
industries has come to stay; but they differ from other
industries in that the latter have to run at a profit or
go out of business. The former appear in certain cir-
cumstances to be able to be run at losses and to
recover these losses by increasing their prices ad lib.
It is certain that private industry would wither under
such management. It is certain that if prices of our
raw materials and power go on increasing, then we, in
company with others cannot help but raise our own
prices. This, | believe, would be disastrous, for a large
portion of our production is absorbed by many customers
who are trying to maintain a firm foothold in the world’s
markets by way of exports from this country. In any
case, It has to be realized, as far as we ourselves are
concerned, that if costs of raw materials and power
supply keep increasing, coupled with the cost of wages
which" cannot be lowered, reduced prices of our manu-
factures can only come about by a serious reduction
in working profit. In such a case we may well find it
difficult to maintain our plant and equipment in the
first-class condilion we have done up to now. Further,
from the Chancellor of the Exchequer’s point of view,
we shall have less to contribute to the national funds.

The report was adopted.
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THEY CHANGETHD TO FUEL OlL

OUTPUT GREATLY INCREASED

By converting from solid fuel to fuel oil for firing his beehive kilns,
a well-known manufacturer of glazed ceramics has found that the
improved combustion and greater control obtained from oil firing
has enabled him to reduce the firing period from 84 to 62 hours.
In addition it was found practicable to remove part of the bag wall from each kiln, thus
obtaining greater loading capacity for each firing.
Here is another case where conversion to Esso Fuel Oil has resulted in a reduction of labour

costs and an overall increase in output.
Your installation may be particularly suited for conversion to fuel oil firing. May we arrange

for our Technical Representative to call and discuss the matter with you.

paysfo g ISSCM FUEL OILS

ESSO PETROLEUM COMPANY, LIMITED, 36 QUEEN ANNE’'S GATE, LONDON,

771

S.W.
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Raw Material Markets

Iron and Steel

Under the Iron and Steel Act, 1953, the Iron and
Steel Board was empowered to fix the maximum prices
which might be charged in the United Kingdom by
iron and steel producers, but could not exercise those
powers in respect of any product price-controlled by
the Government.

To put the board in a position to exercise its
responsibility for the supervision of prices, the Minister
of Supply has made an Order bringing to an end all
existing iron and steel prices Orders, and at the same
time the board has fixed maximum prices covering
approximately the same range of products. Except in
a few minor instances, no changes in the price
schedules have been made.

The board’s powers under the Act do not extend to
the control of scrap prices. The Iron and Steel Scrap
Orders, therefore, are not revoked.

Production of pig-iron is maintained at high levels.
Raw materials are adequate for current needs.
Deliveries of ore from home and foreign sources meet
consumption requirements and provide ample stocks.
Although coke is not so plentiful nor the stock position
so encouraging, deliveries have been maintained at a
rate which has exceeded expectations, removing to
some extent the forebodings of the past.

Deliveries of basic pig-iron to the .steelworks are on
a heavy scale and the furnaces are also maintaining
deliveries to the foundries. The past week has given
further evidence of a rise in the demand for the high-
phosphorus grades from the light and jobbing foun-
dries, and this confirms the improvement in trade in
this section of the industry, which has been through
a lean and difficult period. There is no intention on
the part of the foundries to carry stocks, particularly
at this period of the year, and the iron now being
called for is needed to fulfil orders actually on the
books. Makers of the high-phosphorus irons are
generally able to satisfy present demands.

Most of the re-rollers are working short time and
they are well supplied with steel semis. Sufficient
business for small steel bars and light sections is not
available from home sources to keep all the mills fully
employed, and trade from abroad appears to have
vanished entirely.

The demand for steel plates continues to be in
excess of the production and the call for steel is such
that delivery' dates have had to be further lengthened.
Production of heavy sections and joints is maintained,
but new orders are not coming in on the same scale.

Non-ferrous Metals

In spite of the approaching year end and Christmas
holidays, activity on the Metal Exchange is well
maintained, the turnovers in the four metals last week
being well up to average. Tin was naturally a good
deal influenced by reports from Geneva, where the
conference, convened to seek for some means of
devising machinery for a measure of price control, was
brought to a conclusion. A scheme has been devised
which, however, is subject to ratification by the United
States Government. Operators seemed to be well enough
satisfied with the plan, which includes floor and ceiling
prices, for after some fluctuations the week closed with
both cash and three months unchanged at £645 and
£627 10s. Lead lost ground in the absence of con-
sumer interest, December closing £2 15s. lower and
March £2 10s. down on the previous Friday. Zinc was
steady and closed without change after a fairly large
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turnover. Copper is beginning to look rather tired and
the forward price has been under some selling pressure.
Last week closed with cash £2 10s. down and three
months £3 5s. Consumer demand for copper remains
good and some interest is now reported for next year
when there is a likelihood of United States brands being
available. The scarcity of zinc persists and anyone with
prompt metal to sell can be sure of securing a
premium. High-grade zinc appears to be particularly
short at present, especially for nearby delivery, and it
looks very much as if some time will elapse before
matters come right. It would seem that Canadian
electrolytic zinc, which before the war reached the
United Kingdom in considerable quantities, is now
difficult to obtain.

Another short supply situation exists in scrap, and
this difficult position has now been with us for many
weeks. It seems to have arisen from the slack period
of three or four months which preceded the opening
of the copper market when fabricators were not pro-
cessing semis at anything like the normal rate and, in
consequence, scrap arisings were much reduced. Now
that manufacturers of semis arc busy again the scrap
is not forthcoming and this has doubtless intensified
the demand for virgin zinc and probably for copper,
also. Prices are relatively very high and in due course
this will put matters right and we shall see a more
satisfactory state of affairs. In the meanwhile a certain
amount of American brass scrap is being shipped to the
United Kingdom.

Official metal prices were as follow: —

Copper, Standard—Cash: December 10, £234 10s.
to £235; December 11. £231 10s. to £232 10s.; Decem-
ber 14, £227 10s. to £228 10s.; December 15, £229 to
£230.

Three Months: December 10. £224 5s. to £224 10s,
December 11. £222 5s. to £222 15s.; December 14, £218
to £218 10s.; December 15, £219 to £219 10s.

Tin, Standard—Cash: December 10, £655 to £660;
December 11. £645 to £650; December 14, £637 10s. to
£640; December 15, £660 to £662 10s.

Three Months: December 10, £640 to £642 10s.;
December 1l. £630 to £635; December 14, £617 10s.
to £620; December 15, £627 10s. to £630.

Zinc—December: December 10, £74 5s. to £74 10s.;
December 11. £74 10s. to £74 15s.; December 14,
£73 17s. sd. to £74; December 15. £74 5s. to £74 10s.

March: December 10, £74 to £74 5s.; December 11,
£74 5s. to £74 7s. ed.: December 14. £73 10s. to
£73 12s. 6d.; December 15. £73 15s. to £74.

Lead— December: December 10, £90 5s. to £90 15s,;
December 11, £90 15s. to £91: December 14. £89 15s.
to £90; December 15, £89 17s. sd. to £90.

March: December 10, 88 10s. to £8s8 15s.; December
11. £88 10s. to £8s 15s.; December 14. £87 15s. to
£88 5s.; December 15, £88 to £88 5s.

Wright Brothers’ Jubilee Exhibition

A special exhibition commemorating the 50th
anniversary of the first successful flight by the Wright
aeroplane in 1903 opened at the Science Museum on
December 15. Models, books, aeronautical relics and
diagrams are to be displayed illustrating early con-
temporary thoughts and ideas on powered flight by a
man-carrying machine; and how this was ultimately
achieved by Wilbur and Orville Wright on December
17, 1903. A series of 16 large, and in some cases
dramatic photographs emphasizes the many hazards
faced by the early aeronautical pioneer. The exhibi-
tion will remain open (weekdays 10 a.m. to s p.m.,
Sundays 2.30 to s p.m.) for approximately three
months, excluding Christmas day.
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Refractory
concrete for precast
shapes, burner blocks
and monolithic

furnace structures

R.C.849 is a castable refractory that can be poured
behind shuttering or placed in moulds in exactly the
same way as ordinary concrete.

It is ready for service twenty-four hours after
pouring. Setting, drying and firing shrinkage is
practically nil. It has a high cold strength; which
isincreased by firing at 1350°C. It does not spall even
under wide and rapid variations in temperature.

¢ 1

| Physical Properties

®m Maximum service temperature 13503C

| Density:Green 130 Ib/cu. ft. |
A fter firing: at 1350°C 120 Ib./cu. ft.

I Cold crushing strength: G reen ... 3360 Ib/sq. in. j
After firing at 1350°C . 4480 Ib/sq. in. |

J Refractoriness Cone 19 (1520°C)

| After-contraction

Other Morgan refractories include: M.R. PLASTIC
MOULDABLE — a mouldable high-alumina refractory
material for temperatures up to 1650°C (3002°F); M.l.22
INSULATING CONCRETE. The M.l.28 LOW-STORAGE
INSULATING REFRACTORY for temperatures up to
2800"F (1538°C) and the M .R.l.— SUPER-DUTY REFRAC-
TORY which is stable up to 1600°C (2912“F).

Literature will be sent on request.

MORGAN

|l Vefractories
ARE WORTH FAR MORE THAN THEY COST

Not measurable after firing at 13509C. |

THE MORGAN CRUCIBLE COMPANY LTD

(Refractories Group), Neston, Wirral, Cheshire. Telephone: Neston 1400

N.E.33
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Could it be you?

773

Are you sticking to scrap

that should be on its way to the steelworks?

Don’'tassumethat because steel isnot one of

your raw materials you have no scrap in your

Old machin-
W hatever
you make you

factory.
ery is scrap.
must
have scrap — scrap iron
and steel.

Search your works.
Turn out your scrap.
Every ton you find will

make a ton ofnew steel.

What is scrap?

All iron and steel
that has outlived its
effective purpose.

Where should it go?
To your local scrap
merchant. He will be
glad to help with the
dismantling and re-
moval of obsolete
plant and machinery.

Issued for the STEEL SCRAP DRIVE
by the British Iron and Steel Federation and the National
Federation of Scrap Iron, Steel and Metal Merchants.
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Current Prices of Iron, Steel, and Non-ferrous Metals

(Delivered unless otherwise stated)

December 15, 1953

PIG-IRON

Foundry Iron.—No. 3 Ikon, Ciass 2 :—Middlesbrough,
£13 18s. Od.; Birmingham, £13 11s. 3d.

Low-phosphorus Iron.—Over 0.10 to 0.75 per cent. P,
£16 14s. ed., delivered Birmingham. Staffordshire blast-
furnace low-phosphorus foundry iron (0.10 to 0.50 per cent.
P, up to 3 per cent. Si), d/d within 60 miles of Stafford,
£17 0s. 3d.

Scotch Iron.—No. 3 foundry, £16 11s. 0d., d/d Grange-
mouth.

Cylinder and Refined Irons.—North Zone, £18 3s. Od.;
South Zone, £18 5s. sd.

Refined Malleable.—P, 0.10 per cent. max.—North Zone,
£19 3s. Od.; South Zone, £19 os. 6d.

Hematite.—Si up to 21 per cent., S. & P. over 0.03 to 0.05
per cent..—N.-E. Coast and N.-W. Coast of England,
£16 12s. Od.; Scotland (Scotch iron), £16 18s. 6d .; Sheffield,
£17 13s. Od.; Birmingham, £17 19s. ed.; Wales (Welsh
iron), £16 18s. sd.

Basic Pig-iron.—£14 6s. sd. all districts.

FERRO-ALLOYS

(Per ton unless otherwise stated, delivered).

Ferro-silicon (s-ton lots).—40/55 per cent., £53 10s. 0d.,
basis 45 per cent. Si, scale 21s. ed. per unit; 70/84 per cent.,
£82 10s. 0 d., basis 75 per cent. Si, scale 23s. per unit.

Ferro-vanadium.—50/60 per cent., 23s. sd. to 25s. Od.
per Ib. of V.

Ferro-molybdenum.—65/75 per cent., carbon-free, 10s. Od.
per Ib. of Mo.

Ferro-titanium.—20/25 per cent., carbon-free, £165 0s. Od.
to £181 0s. Od. per tpn; 38/40 per cent., £229 0s. Od. to
£235 0s. Od. per ton.

Ferro-tungsten.—80/85 per cent., 13s. sd. per Ib. of W.

Tungsten Metal Powder.—98/99 per cent., 16s. sd. per
Ib. of W.

Ferro-chrome (s-ton lots).—4/6 per cent. C, £85 4s. 0d.,
basis 60 per cent. Cr, scale 28s. 3d. per unit ; s/8 per cent. C,
£80 17s. 0d., basis 60 per cent. Cr, scale 26s. 9d. per unit;
max. 2 per cent. C, 2s. Old. per Ib. Cr; max. 1percent. C,
2s. Id. perlb. Cr; max. 0.15 per cent. C, 2s. 2d. per Ib. Cr;
max. 0.10 per cent. C, 2s. 2Jd. per Ib. Cr; max. 0.06 per cent.
C, 2s. 21d. per Ib. Cr.

Cobalt.—98/99 per cent., 20s. Od. per Ib.

Metallic Chromium.—98/99 per cent., 6s. 3d. to 6s. 9d.
per lb.

Metallic Manganese.—93/95 per
£225 0s. Od. to £232 0s. Od. per ton;
£255 0s. Od. to £262 0s. Od. per ton.

Ferro-columbium.—60/75 per cent., Nb + Ta, 52s. sd.
to 70s. Od. per Ib., Nb + Ta.

cent., carbon-free,
96/98 per cent.,

SEMI-FINISHED STEEL

Re-rolling Billets, Blooms, and Slabs.—Basic: Soft, u.t.,
£25 12s. 6d .: tested, 0.08 to 0.25 per cent. C (100-ton lota),
£26 2s. 6d.; hard (0.42 to 0.60 per cent. C), £28 0s. Od.;
silico-manganese, £33 16s. Od.; free-cutting, £28 16s. sd.
Siemens Maetin Acid : Upto 0.25 per cent. C, £32 12s. Od.;
case-hardening, £33 0s. Od.; silico-manganese, £34 17s. sd.

Billets, Blooms, and Slabs for Forging and Stamping.—
Basic soft up to 0.25 per cent. C, £29 16s. Od.; basic, hard,
over 0.41 up to 0.60 per cent. C, £30 16s. Od.: acid, up to
0.25 per cent. C, £33 0s. Od.

FINISHED STEEL

Heavy Plates and Sections.—Ship plates (N.-E. Coast),
£30 6s. 6d .; boiler plates (N.-E. Coast), £31 14s. Od.; floor
plates (N.-B. Coast), £31 15s. 6d.; heavy joists, sections,
and bars (angle basis), N.-E. Coast, £28 9s. &d.

Small Bars, Sheets, etc.—Rounds and squares, under 3 in.,
untested, £324s. 6d .; flats, 5in. wide and under, £32 4s. 6d .;
hoop and strip, £32 19s. ed.; black sheets, 17/20 g.,
£41 6s. Od.; galvanized corrugated sheets, 24 g., £49 19s. sd.

Alloy Steel Bars.—1 in. dia. and up : Nickel, £51 14s. 3d.;
nickel-chrome, £73 3s. ed.; nickel-chrome-molybdenum,
£80 18s. 3d.

NON-FERROUS METALS

Copper.—Cash, £229 03. Od. to £230 0s. Od.; three
months, £219 0s. Od. to £219 10s. Od.; settlement,
£230 0s. Od.

Copper Tubes, etc.—Solid-drawn tubes, 27Jd. per Ib.;
wire, 261s. 6d per cwt. basis; 20 s.w.g., 290s. ed. per cwt.

Tin.—Cash, £660 0s. Od. to £662 10s. 0d.: three months,
£627 10s. Od. to £630 0s. Od.; settlement, £660 0s. Od.

Zinc.—December, £74 5s. Od. to £74 10s. 0d.; March,
£73 15s. Od. to £74 0s. Od.

Zinc Sheets, etc.—Sheets, 15 g. and thicker, all English
destinations, £103 5s. Od. ; rolled zinc (boiler plates), all
English destinations, £101 0s. 0d.; zinc oxide (Red Seal),
d/d buyers premises, £90 0s. Od.

Lead (Refined Pig).—December, £89 17s. Gd. to £90 0s. 0d.;
March, £88 0s. Od. to £88 5s. Od.

Brass Tubes, etc.—Solid-drawn tubes, 22Jd. per Ib.; rods,
drawn, 32(d.; sheets to 10 w.g., 249s. 3d. per cwt. ; wire,
29Jd.; rolled metal, 236s. Od. per cwt.

Brass (Brazing).—BS1400, B3 (65/35), £165 to £169;
Bes (85/15), £205 to £210 ; BS249, £186 to £190.

Brass (High Tensile).—BS 1400, HTB1 (30 tons), £196 to
£205; HTB2 (38 tons), £205 to £210; HTB3 (48 tons),
£214 to £220.

Gunmetal.—RCH, 3/4percent tin, £190 to £195; BS 1400,
LG2 (85/5/5/5), £195 to £200; LG3 (86/7/5/2), £205t0 £210;
Gl (88/10/2/1), £260 to £262; (88/10/2/1), £252 to £257.

Phosphor Bronze.—BS 1400, PB1 (AID released), £278
to £285 per ton; strip, 348s. ed. per cwt-; sheets to
10 w.g., 370s. 3d. per cwt.; wire, 44Jd. perIb.; rods, 38Jd.;
tubes, 37d.; chill cast bars: solids 41d., cored 42d.
(C.Crifford & Son, Limited.)

Nickel Silver, etc.—Rolled metal, 3 in. to 9 in. wide X
.056, 3s. OJd. per Ib.; round wire, 10g., in. coils (10 per
cent.), 3s. 6d. ; special quality turning rod, 10 per cent.;
! in. dia., in straight lengths, 3s. 5d. All prices are net.

Other Metals.—Magnesium, ingots, 2s. 10id. per Ib.
Antimony, English, 99 per cent., £210 0s. Od. Quicksilver,
ex warehouse, £61 15s. Od. Nickel, £483 0s. Od. Alumi-
nium, ingots, £150 0s. Od.; aluminium bronze (BS 1400),
AB1, £249 to £254, AB2, £260 to £265. Solder, brazing,
BS 1S45,'2s. Ib.; granulated, 2s. 3d. Ib.
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For sand texture and

good skin
‘HULBOND'

the sand smooth

gives

N
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texture-the

castings good finish

For service and

information write to:—

THE FULLERS’ EARTH UNION LTD.

Patteson Court,

Redhill,

YOU CAN PUSH
PULL

UNITED STATES METALLIC PACKING

YORKSHIRE

SOHO

Branch

LIFT w T+

WORKS,
Offices: LONDON,

BRADFORD,
LIVERPOOL,

Surrey.

COMPRESSED

Tel: Redhill

A IR

It is the safest and one of the
most economical methods of
applying power.

Single or multiple cylinders
can be provided for pulling
or pushing any loads within
their capacity.

They can be controlled auto-
matically or by hand with
great precision, and are par-
ticularly suitable where
dangerous materials or molten
metals are being handled.

Write for details to:

BOLTON,

NEW CASTLE, CARDIFF,

Telephones:

3521.avl

co . 1 td
41284-41285
SOUTHAMPTON
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Imports and Exports of Iron and Steel in October

1952 are given for the purpose of comparison, and
totals for the ten months of 1952 and 1953 are also

The following tables, based on Board of Trade
returns, give figures of imports and exports of iron and
steel in October. Figures for the same month in

Total Exports of Iron and Steel and Destination

Month ndcd Ten months ended
Octobor 31. October 31.
Destination.
1952. 1953. 1952. 1953.
Channel Islands 024 898 5,681 5,810
Gibraltar 09 30 1,540 1,331
Malta and Gozo 172 190 1.885 3,583
Cyprus 819 506 5,537 8,656
Sierra Leone 370 907 4,230 8,423
Gold Coast 4,040 4.223 30,984 35,036
Nigeria 0,393 7,845 40,404 53,259
Union of South Africa 9,901 5,198 112,495 94,314
Northern Rhodesia 2,885 999 23,835 18,162
Southern Rhodesia 7,083 4,447 47,808 57,419
Tanganyika 2,005 495 17,733 15,530
Kenya 4.470 9,049 30,419 70,758
Uganda 775 957 5,603 10.108
Mauritius 403 092 4,705 7,304
Bahrein, Qatar, and
Trucial Oman 2,740 2,418 15,879 24,709
Kuwait 1,353 680 12,180 21,829
India ... 7,345 8,512 62,437 72,510
Pakistan 4,913 3,821 58,924 30,941
Malaya 7,972 7,094 03,477 61,381
Ceylon 2,121 2,107 19,093 20,813
North Borneo 374 1,303 3,132 5,550
Hongkong 3,287 1,962 20,468 25,308
Australia 20,352 17,300 251,514 140,664
New Zealand 13,407 10,501 123,139 103,122
Canada 17,951 27,579 158,615 177,498
Jamaica 2,587 2,519 22,979 10,513
Trinidad 4,498 3,999 38,273 37,191
British Guiana 132 440 4,604 5,432
Anglo-Egyptian Sudan 1,928 1,567 10,165 22,208
Other Commonwealth 4,539 5,068 28,942 00,207
Eire 5,971 0,083 52,972 50,208
Soviet Union 1,004 1.000 2,041 1,012
Finland 2,644 2,983 42,449 25,085
Sweden 8,805 8,365 94,788 08,956
Norway 5,120 9,646 52,151 64,570
Iceland 230 308 2,495 3,347
Denmark 4,121 11,808 62,294 S4,115
Poland 45 71 133 720
West Germany 281 175 1,372 0,474
Netherlands 8,739 14,329 85,259 120,074
Belgium 1,124 3,230 7,220 22,778
France 1,070 1,349 3,685 11,570
Switzerland 956 1,284 7,755 10,065
Portugal 012 1,012 7,904 14,117
Spain 132 445 7,002 5,040
Italy 2,139 3,542 10,810 55,766
Austria 74 191 470 1,331
Yugoslavia 391 1,528 4,015 6,247
Greece 370 922 2,933 14,786
Turkey 073 3,168 7,143 12,228
Netherlands Antilles.. 954 1,903 12,932 10,122
Belgian Congo 140 302 2.434 2,688
Angola 159 271 2,699 6,584
Portuguese E. Africa.. 733 231 4,098 2,059
Canary Islands 45 14 607 473
SYTia e 110 612 1,886 2,525
Lebanon 336 100 8,703 4,505
Israel . 886 2,153 12,309 8,062
Egypt 3,003 3,297 29,999 24,530
Saudi Arabia 916 059 6,421 4,702
[ Y T 4,298 3,480 41.19G 64,144
Iran 703 258 8,410 3.152
Burma 984 1,895 10,332 19,400
Thailand 2.401 697 10,073 9,579
Indonesia 2,519 1,000 14,039 13,907
China.. 6 - 279 70
Philippine Republic 2 197 4,044 3,286
U.S.A.. 7,199 0,727 43,413 89,527
Cuba.. 143 104 1,861 3,040
Columbia 321 730 3,524 9,360
Venezuela 0,224 4,985 36,300 41,176
Ecuador 214 277 3,520 2,086
Peru. 800 772 7.005 9,157
Chile.. 104 566 2.585 2,804
Brazil 302 11 19,349 2.171
Uruguay 428 1,304 3.997 4,046
Argentina 2,941 528 30,705 10,416
Other foreign 1,553 2,513 20,005 22,079
Total 227,103 241,741 2,030,788 2,173,431

included. (All figures in tons.)
Total Imports of Iron and Steel and Origin
Month ended Ten montbs ended
From October 31. Octotjer 31.
1952. 1953. 1952. 1953.
INdia . 47 1 276 172
Canada 17,370 1,102 133,799 05,014
Other Commonwealth
countries and Eire 1,132 20,874 5,540 107,129
Sweden 2,738 5,100 24,739 25,591
Norway 4,390 4,823 53,973 47,558
Western Germany 10,952 991 90,034 35,204
Netherlands 12,859 0,082 139,932 89,039
Belgium 25,543 7,109 256,969 174,116
Luxembourg 21,401 2,172 154,430 88,625
France 34,959 12,359 208.792 217,040
Ttaly o * 17 45 9,304 32,217
Austria 42,444 26,013 187,505 393,217
Japan 17,104 217 184,044 50,639
U.S A 45,248 554 512,413 112,842
Other foreign coun-
Tries v 9,346 27 15,905 41,958
Total 245,070 88,195 2,045,041 1,540,901
Iron and steel scrap and waste, fit only for the recovery of meta
| 00,518 1 60t8i4 1595173 [ 733,882
Exports of Iron and Steel by Product
Month ended Ten months ended
Product. October 31. October 31.
1952. 1953. 1952. 1953.
Pig-iron 401 592 3,450 4,954
Ferro-tungsten 10 15 92 112
Other ferro-alloys 213 115 2,700 2,152
Ingots, blooms, billets,
and slabs 13 232 220 1,107
Iron bars and rods 311 170 2,885 1,553
Wire rods 130 3,382 962 10,301
Bright steel bars 1,885 1,857 12,325 13,880
Alloy steel bars and
rods 1,438 1,290 13,384 13,148
Other steel bars and
11,104 10,184 95,014 80,949
Angles, shapes, and
sections 9,329 10,158 105,520 94,017
Iron and other castings
and forgings 744 1,853 9,849 13,401
Girders, beams, joists,
and pillars (rolled) 1,892 1,828 27,870 15,630
Hoop and strip 3,589 10,853 39,147 70,404
Iron plates and sheets 1 19 305 295
Tinplate 25,354 25,275 241,615 217,575
Tinned sheets 233 199 1,718 1,534
Terneplate and dec-
orated tinplate 71 49 701 825
Otherstcel plate(J in.
thick and over) 20,973 17,439 195,243 189,739
Galvanized sheets 0,804 13,707 50,521 99,128
Black sheets 14,344 18,024 112,049 105,340
Other coated plates
and sheets 829 1,044 9,192 8,043
Cast-iron pipes up to
0in. dia. 6,865 7,440 72,540 07,571
Do., over 0 in. dia. 5,781 8,608 55,694 57,640
Wrought-iron tubes .. 43,015 43,264 352,002 308,814
Railway material 19,430 17,154 171,749 201,599
Wire 4,433 5514 42,62 L 40,275
Cable and rope 2,732 2,461 25,205 25,223
Wire nails, etc. 1,634 1,552 13,628 16,587
Other nails, tacks, etc. 336 424 4,079 3,720
Rivets and washers .. 641 316 5,474 3,026
Wood screws 355 248 3,190 1,082
Bolts, nuts, and metal
screws 3,493 1,440 18,902 10,250
Baths 471 432 10,569 3,422
Anchors 805 881 8.199 8,257
Chains, etc. 907 811 8,085 7,595
Springs 277 389 4,554 4,150
Holloware 9,414 10,475 74,811 88,551
Doors and windows .. 1,631 1,505 17,577 15,007

Total, including other manufactures not listed above

1 227,103 |

241,741

| 2,030,788 | 2,173,431
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Board Changes

Head, Wrightson & Company, Limited—-Mr. V.

Pendred has left the board.
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Contracts Open

The dates given are the latest on which tenders will be
accepted. The addresses are those from which forms of tender
be obtained. Details of tenders with the reference E.P.D.

mag
G. D. Peters & Company, Limited—MTr. J. Oliphantor C.R.E. can be obtained from the Commercial Relations and

has been appointed a director.

Projectile & Engineering Company, Limited— MTr.
E. L. Tuff has joined the board.

James Booth & Company, Limited—Dr. H. W.
Clark has been appointed chairman.

Davy & United Engineering Company,
—Mr. G. S. McLay has left the board.

Aluminium Castings Company, Limited—MTr. John
MacNish, a director of the Charterhouse Industrial
Development Company, Limited, has been appointed a
director to fill the vacancy caused by the death of
Mr. R. S. Dyball.

Joshua Bigwood & Son,

Limited

Limited, the Wolverhamp-
ton engineers and ironfounders—Mr. A. E. Pingree,
secretary of the company for seven years, has been
appointed financial director, and Mr. E. L. Tinley,
chief engineer, becomes technical director.

Crofts Engineers, Limited—Sir Arthur Croft has
retired from the position of managing director, but is
to remain as chairman. Mr. J. A. Croft has been ap-
pointed deputy chairman, and Mr. M. Goff and Mr.
H. Matthews have been appointed joint managing
directors.

Exports Department, Board of Trade, Thames House North,

Mitlbank. London, S.W.I.

BOOTLE (LANCS), January 9—Supply of manhole covers,
gully grates, nails, rivets, and screws, for the 12 months com-
mencing April 1, 1954, for the Borough Council. The Borough
Surveyor, Town Hall, Bootle.

BIRKENHEAD, January 4—Supply of iron castings for the
12 months endmg March 31, 1955, for the Borough Council.
The Borough Engineer and Surveyor 3, Conway Street, Birken-
head.

EALING, January 18—Supply of iron castings, and lamp
and ventilating columns, for the Borough Council. The
Borough Engineer and Surveyor, Town Hall, Ealing, Lon-

don. W.5.

ELLAND (YORKS),
grates and frames,
Urban District Council. Mr. F.
surveyor. Council Offices, Elland.

ILFORD, January 4—Supply of iron castings, iron, nails,
screws, etc., for the 12 months ending March 31, 1955, for the
Borough Council. Mr. L. E. J. Reynolds, borough engineer
and surveyor, Town Hall. Ilford. (Fee, Is.)

January 9—Supply of cast-iron gully
and manhole frames and covers, for the
R. Birkhead, engineer and

Recent Wills

Negretti, P. E., chairman and managing director of
Negrctti & Zambra, Limited, scientific instrument

) manufacturers, of London, W .l .. £188,624
Monsanto Chemicals Limited—Mr. D. R. Mackie, Jones, Dr. Bernard Mouat, formerly Vice-Chancellor
director, and at present also general manager of sales, g/f LeﬁdStUnéveﬁsity af"dT behfmi that Principal of £26.265
is to be commercial director.” The position of general  ,porcenway.  Lord Henvy Duncan Wclaren  chair ’
manager of sales is to be discontinued and the respon- man of John Brown & Company, Limited, English
sibilities of that office transferred to three sales glraeﬁsegal-rovlerggg &P%cohe;ln Cfm’%%r;lpalr_\iyrhn[e-c;mlgen%
controllers, Mr. E. L. Pixton, Mr. D. C. M. Salt, and Firth Brown Tools, Limited, and interested in
Mr. J. S. Hunter. Other COMPANIES e £265,777
LOW PHOSPHORUS
REFINED & CYLINDER R
MALLEABLE
DERBYSHIRE
NORTHAMPTONSHIRE
SWEDISH CHARCOAL £t &CD
£ > ,
>0 V Vv FERRO SILICON 12 14%

“*ev ah

And at:—

BIRMINGHAM, 2.

39, Corporation St.,
Midland 3375/6

LIVERPOOL, 2.

13, Rumford St.,
Central 1558

ALLOYS & BRIQUETTES
N.F. METALS & ALLOYS
LIMESTONE

GANISTER

MOULDING SAND
REFRACTORIES

GLASGOW, C.2

93, Hope Street,
Central 9969
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2s. extra (including postage of replies).
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ISEMENTS

Box Numbers

Advertisements (accompanied by a remittance) and replies to Box Numbers should be addressed to the Advertisement

Manager, Foundry Trade Journal, 49, Wellington Street, London, W.C.2.

can normally be accommodated in the following Thursday’s issue.

SITUATION WANTED

T7INGINEERS’ PATTERNMAKER
JLj sound technical, practical,
foundry experience, orga-nising ability,
wishes to contact Proprietor or Manager
requiring conscientious Assistant.—Box
EP130, Foundry Trade Journal.

(35),
and

TTANERGETIC young Man, 7 years’ ex-
JRj perienco in Foundry progress and pro-
duction control, seeks position, with oppor-
tunity for advancement.—Box EY102,
Foundry Trade Journal.

nNECHNICAL REPRESENTATIVE—
JL  Qualified Metallurgist and Foundry-
man (34), desires position with progressive
company requiring hardworking and active
representative, resident Sheffield.—Box

T.R. 131, Foundry Trade Journal.
TTIOUNDRY WORKS MANAGER
JL (M.1.B.F.), ago 45, sound practical

experience modern methods of high pro-
duction in Blackhoart, Malleable, Grey
Iron, Chilled, Roll and Non-Ferrous
Castings.—Box F.W. 132, Foundry Trade
Journal.

SITUATIONS VACANT

The engagement of persona answering
these ~ advertisements must be made
through a Local Office o{ the Ministry of
Labour _or a Scheduled Employment
Agency if the applicant is a man aaed 18-64
inclusive or a woman aged 18-59 inclusive
unless he or she, or the employment, is
excepted. from ‘the provisions™ of the
Notification of Vacancies Order, 1952.

TNSPECTOR wanted for Mechanised

X Foundry. Staff appointment.—Write,
stating age, experience, and salary re-
quired.—Box IW113, Foundry Trade
Journal.

ASSISTANT WORKS MANAGER re-
ix . quired for well-known cooker factory
in Midlands. Applicants must be about
30 vyears of age, and have foundry,
vitreons enamelling, machine shop experi-
ence. State training, experience, and
salary required to Box 3919, Foundry Trade
J OCKNAL.

TRON FOUNDRY SUPERINTENDENT
X required by well-known Midland engi-
neering company. Applicants should have
sound metallurgical training, and know-
ledge of modern techniques relating to
production of approximately 50 tons/week

high duty and general engineering cast-
ings.—Box 3910, Foundry Trade Journal.
TTTGHLY qualified ENGINEER re-

X X quired, to take charge of organisa-
tion responsible for design and sales of
foundry plant and associated equipment.
Post advertised constitutes key position
in internationally known group of engi-
neering companies. Applicants are asked
to supply details of experience, qualifica-
tions, age, etc.—Box 3908. Foundry Trade
Journal.

SITUATIONS VACANT—contd.
O TEEL FOUNDRY FOREMAN re-
tO quired Sheffield. Accustomed to high
quality product. Ago about 35 years. Pro-
gressive future for suitable applicant.—
Write, giving ago and qualifications, to
Box SF128. Foundry Trade Journal.

T ABORATORY ASSISTANT required
-LJ by Metallurgical Department attached
to large non-ferrous alloy foundries in the
London area. A man with foundry ex-
perience will be preferred.—Write, giving
full particulars, to Box LA108, Foundry
Trade Journal.

A RAPIDLY expanding IRON
-TV. FOUNDRY (Malleable and Grev
Iron) requires REPRESENTATION in ail
parts of England and Wales. Generous
remuneration and exceptional prospects for
capable men with knowledge of Foundry
Trade. Applications, which will be treated
in strictest confidence, should give details
of age and experience.—Write Box 3148,
Frost-Smith Adyg., 64, Finsbury Pave-
ment. London, E.C.2.

TIJAMFORDS
JL> Engineers,

LTD., Agricultural
Uttoxeter, require Metal-
lurgical Chemist for Foundry producing
repetition high duty and light grey iron
castings. Applicants should have a sound
knowledge of metallurgical analysis and
experience in cupola control, sand testing,
etc. State age, experience, and present
salary.

TIXETAL STORES CONTROL.-Man re-
1TX quired by Merseyside Non-ferrous
Founders to develop and take charge of
comprehensive control system. Costing
background preferred, with some foundry
and metallurgical experience. Salary:
£550-£650, according to qualifications.
Good pension scheme.—Apply, giving full
details, to Box 3891, Foundry Trade
J OURNAL.

TfIOUNDRY SUPERINTENDENT, with

all-round production experience, used
to operating mechanised moulding unit.
Fully conversant with both grey iron and
alloy iron automotive castings of all

descriptions. Must have a thorough know-
ledge of core-making as well as light and

heavy moulding, also cupola practice.
Present daily melt 60 tons. First-class
conditions, offering permanent position,
superannuated. Foundry situate North
Midlands.—Box 3916, Foundry Trade
Journal.
NON-FERROUS
CASTINGS,
DIE-CASTINGS
T ANCASHIRE FOUNDRY re-

X J quire first-class TECHNICAL

REPRESENTATIVE, with proved
selling record. Remuneration for a
successful man would be high.

Interview only to those giving very
full details of career to date.—Box

LF126, Eounduy Trade Journal.

If received by first post Tuesday advertisements

ITREOUS ENAMELLER—Required

for South Africa, capablo chargehand
for continuous plant. Excellent prospects.
—W rite, stating age and experience. Box
Y120, Foundry Trade Journal.

'YA7T'ANTED.—CHARGEHAND for Grey
TT Iron Foundry handling General
Engineering Work.—W rite, giving experi-
ence and age, and state if married or
single.—Carter W ilkinson, Ltd., Kings-
field, Hooley Lane, Rcdhill, Surrey.

/IfTELTING SHOP SUPERINTENDENT
for Factory, West of London. Salary:
£700-£800 per annum, depending oil quali-
fications and experience.—Write, giving full

details of career, Box MS122, Foundry
Trade Journal.

OUNDRY FOREMEN. — Vacancies

exist at the English Electric Co..
Ltd.,, Rugby, for men, aged 30-40 years,
with experience in dry and green sand
moulding for castings up to 30 tons in
weight. Modern foundry, good conditions.

Previous supervisory experience desirable.—
Apply in writing to Personnel Department.

OUNDRY RATEFIXERS.—Vacancies
exist at the English Electric Co..
Ltd., Rugby, for men with ratefixing ex-

perience in iron foundries producing cast-
ings up to 30 tons in weight. Good con-
ditions in a modern foundry.—Apply in
ivriting to the Personnel Department.

EPRESENTATIVE required by old-
established Midland Ironfounders to
sell hig:h grade Grey iron and Special Duty

Alloy Castings—Write in confidence Box
MA124, Foundry Trade Journal.
ETALLTJIItGIST, A.l.M. Full Tech.
C. and G., metallurgy, foundry
practice. Age 27. Experience: steel, arc
and open hearth iron; cupola, P.F., arc,
grey, high duty, S.G. rolls; chilled, prey.
Sand control. Initiative, responsibility,
development and research.—Box MA125,
Foundry Trade Journal.
IX. LLOYD & CO. LTD. James

. Bridge Steelworks, near Wednes-
bury, Staffs., Steclfounders and Engineers,
require immediately men for training as
FOUNDRY SUPERVISORS.

Duration of course: Approximately 18
months.

Salary during training: £500 per annum.
Salary and bonus on appointment: £750.
Applications in own handwriting, giving
(chronologically) details of education,
training, and employment, to the Employ-
ment O fficer at the Company’s address
above.

VV7'ORKS MANAGER—West of Scot-
TT land Pipefounders and Engineers
require Works Manager to supervise two
Fairies employing 350 total personnel.
Applicant must be a Qualified Engineer,
35 years of age- or over, with Management
experience and thorough knowledge of
Greensand Flanged Pipework manufacture.

Salary: £1,500 per annum, with foreman
and staff benefit. Help with housing if
necessary. Applications, which will be
treated in confidence, should state age,
education, training and experience.—Box
WM127. Foundr/ Trade Journal.
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SITUATIONS VACANT—contd.

ANTED.—Loose Pattern Moulders,

for small firm of Iron and Non-

ferrous Founders in Lincolnshire.
wages and regular employment for the
right men.—Box 3925, Foundry Trade
Journal.

ETALLURGIST required for large
Engineering Works in the Lancashire
Experience desirable in Iron

Control. Carrying out of
Mechanical and Analytical tests of
materials, and control of Heat Treatment
Plant.—Write, stating age, experience, and
salary required, to Box 3923, Foundry
Trade Journal.

area.
Foundry

NGINEER required as head of Pro-
duction Control office. Foundry,
drawing office and production control

perience essential; A.M.l.Prod.E. or
equivalent; age 30 to 40. Must possess
initiative, drive and organising ability.
Excellent prospects. Superannuation
scheme. First-class canteen and welfare

facilities.—State age, education, qualifica-

tions, experience, and salary required, to

Box ER114, Foundry Trade Journal.
PROPERTY

FOR SALE—SOUTH WALES NON -

FERROUS FOUNDRY. WELL CON -

STRUCTED, COVERING] LARGE AREA.

NEAR MAIN 1INE. GROUND AVAIL-

ABLE FOR EXTENSIONS. ENQUIRIES
INVITED—BOX FS129, FOUNDRY TRADE
JOURNAL.

MACHINERY WANTED

ANTED.—Izod Testing Machine,
with or without notch miller.—Box
3913, Foundry Trade Journal.

ANTED—10 to 15 cwt. Steel Electric

Induction Furnace—Box 3898,
Foundry Trade Journal.
IAL WEIGHING MACHINE, Dor-

D mant type, Capacity 2 tons by 2 Ib.
Very good condition. Further details to—
Box D.W. 133, Foundry Trade Journal.

MACHINERY FOR SALE

ORDATH New Type Model BA., 5 cwt.
F capacity, Serial No. 206, driven by
totally enclosed, 15 h.p., 725 r.p.m., G.E.C.
Motor, 400 volts, 50 cycle, 3-phase. New
1947. Very good condition. Approx. price.
£230.—Apply, G. Clancey, Ltd., Belle Vale,
Halesowen, Birmingham.

AUGUST No. 3 Simpson Sand Mill,

complete with Bucket Loader, Motor

and Gear Box. 200 volt, 2-phase, 50 cycles.
Full specification is available, and Mill
can be inspected.—F. H. Lloyd & Co.. Ltd.,
James Bridge Steel Works, near Wednes-
bury, Staffs.

OR SALE—I 20-in.

plete with motor control gear and
blower; spare set of bricks for lining,
together with charging platform size 20 ft.
x 12 ft. approx., gantry and electric hoist
block and bucket, etc. A complete installa-
tion in first class condition. Apply:
H. & E. Lintott, Ltd., Horsham, Sussex.

dia. Cupola com-

FOUNDRY TRADE JOURNAL
MACHINERY FOR SALE—contd.

NE new (shop-soiled) Sager

Good metal cutting Handsaw. 36 in..

motorised, a.c. 3-phase. £185 for
quick sale.

ELECTROGENERATORS LTD.,
Australia Road, Slough

THE FURNACE EXCHANGE,
Lewes & Harpers Road Corner, Newhaven,
Sussex. Telephone : 414,

SURPLUS NEW AND SECONDHAND
PLANT FOR IMMEDIATE DISPOSAL.

(1) One 2£-ton Copper Capacity Oil Fired
Semi-Rotary Furnace. Complete with Oil

Burners. Price £425; normal list price,
ei&750

(2) One Morgan Coke Fired Lift-ont
Crucible Furnace. 50 Ibs. brass capacity
(typo L.O.). Complete with Fan and spare
Crucibles. Price £67 10s.

(3) One 14-cwt. capacity Cupola, make
L.H. & S. Junior. Complete with Air Belt,
Drop Bottom Brick Lining, and new
Motorised Fan. Price £187 10s.

(4) One Standard Type 250 Ibs. Brass
Capacity Tilting Furnace, as new'. Oil or

Gas Fired. Complete with New Motorised
Fan. Price £197 10s.
(5) One new L.H. & S. Lift-Out Crucible

Furnace. 200 Ibs. Brass Capacity. Oil or
Gas Fired. Price £115.

(6) One 200 |Ibs. Aluminium Capacity
Standard Bale-Out Furnace, new. Side
Flue Type, Gas or Oil Fired. Price
£112 10s.

(7) One small Gas Fired Lead Melting
Furnace. 100 Ibs. capacity. Price £37 10s.

(8) One new L.H. & S. Central Axis Tilt-
ing Furnace. 600 Ibs. brass capacity.
Complete  with Motorised Fan. and
arranged or Oil or Gas Firing. Delivery
2 weeks. Price £350.

(9) One set of 5 Throw-over type Ingot

Moulds, on stand. Suitable for Zinc and
Lead Casting (small ingots). Price
£27 10s.

(10) Heat Resisting Iron Crucible (Pots)
fgr Aluminium, Zinc and Lead, etc. All

(11) New L.H. & S. Central Axis Tilting
Furnace. J-ton brass capacity. Complete
with Charging Platform and Oil Burner.
Price £475.

(12) New, Oil Fired Latest Type Rever-
beratory Stationary Type Furnace, for
metal refining, straight melting. Com-
plete and ready for use with Motorised
Fan. Capacity, lj-ton Copper Capacity.
Price £575.

THE FURNACE'EXCHANGE,
Lewes & Harpers Road'Corner, Newhaven,
Sussex. Telephone: 414,

6 0 0

AIR COMPRESSORS.

HREE 260-c.f.m., & Wade.

4cy||nder watercooled 100 Ib. w.p.

Arranged “V” belt driven from 50/55- h.p.
Mawdsley S/R  Motor, 400/3/50, with
Ellison control gear.

Two 80-c.f.m., Reavell. Vert.,
watercooled, 100 1Ib. w.p.;
driven from 25-h.p. S/R Motor,
with stator/rotor Starter.

GEORGE COHEN
SONS 1t CO., LTD.

WOOD LANE, LONDON,

Tel: Shepherds Bush 2070

and STANNINGLEY nr. LEEDS

Tel:

Broom

twin cyl.,
“V " belt
400/3/50,

W.13

Pudsey 2241
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MACHINERY FOR SALE—contd.
or the disposal and pur-
chase OF all types

FOUNDRY PLANT AND MACHINERY

S. C. BI1LSBY, A.M.I.C.E.,

Hainge Road, Tividale, Tipton,
TIPton 2448.

A.M.l1.E.E.,
Staffs.

FOR SALE.

O. 16 ATRITOR CRUBHER by Alfred
Herbert, complete with Feed Hopper,
overhauled and with a quantity of spares.
Also a No. 12 Atritor by Alfred Herbert,
for which we have available about 6 tons
of spares. Both these machines are offered
at extremely low prices for quick
clearance.

SAVILLE-CALVERT (MACHINERY)
LIMITED.

BIRMINGHAM ROAD,
STRATFORD-ON-AVON
Tsl.i Stratford-on-Avon 3681.

SAND preparing plant, comprising
6 ft. diameter Sand Mill with
bucket loading gear, and fitted with
discharge aerator, in practically
new condition, with A.C. 3-phase
motors. Cheap for quick sale.
NEW Centre Axis Tilting
Furnace. 600 Ibs. Oil-fired, with
Morgan Oil Burner and new Keith
Blackman A.C. Blower. £375.
NEW motorised Ingersoll-Rand
three cylinder, air cooled, two-stage
Compressor with inter-cooler. £200.
Coleman Coro Blowing Machine,

seen little use, condition as new,
size R2. £375.
Portable Electric  Sieve, A.C.
motorised. £33.
Fordath Senior Sand Drier. £85.
Also August Sand Drier. £30.
Over 40 Bale-Out Furnaces in
stock, cheap.

Large stock of Air Receivers at
reasonable prices.
New Broomwade Compressors.
New Keith Blackman Fans.
Morgan Tilting Furnaces.
Immediate attention to all
enquiries.
ELECTROGENERATORS LTD.,
Australia Road, Slough.

Telephone ; Slough 22877.

H. C. HOPPER (Kingston) Ltd.
HAMPDEN ROAD, KINGSTON
KIN 0177/8/9

PATTERNS (Wood & Metal)
CASTINGS (lron & Non-Ferrous)
GEAR CUTTING

GENERAL MACHINING

All at our

KINGSTON WORKS

Good Deliveries
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MACHINERY FOR SALE—contd.

ALBION W ORKS

COMPRESSORS.

C.F.M., VEE ROPE

DRIVEN, TWO STAGE,
ACTING, WATER COOLED,
& WADE. Cyls. 121 h.p.; 203
. .P. by in. stroke. Speed 400
.ni.  TS2K.
. BELT DRIVEN. THREE
INDER. WATER COOLED, by
BROOM & WADE. Cyls. 10 in. dia. by
12 in. stroke. 120 h.p. Slip Ring Motor
and Starter 400-440/3/50. E11.251.
325 C.F.M., MD,, SIX CYLINDER, TWO
STAGE, AIR COOLED, by CLIMAX.
Cyls. 58 and 48 by 43 in. stroke. 90 h.p.

S.R. Motor. E.C.C. Starter, Intercooler,
on combined bedplate.

300 C.F.M.. MOTOR DRIVEN, TWIN
CYLINDER, WATER COOLED. Cyls.
10 in. dia. by 12 in. stroko. 70 h.p.
S.R. Motor and Starter, 400-440/3/50.

200 C.FM., TWIN CYLINDER, WATER
COOLED, Cyls. 81 in. dia. by 10 in.
stroke. 35 h.p. S.R. Motor and Starter,
400-440/3/50. B.W.D.23.

150 C.F.M., TWIN CYLINDER, WATER
COOLED. Cyls. 71 in. dia. by 8 in.
stroke. 35 h.p. S.R. Motor and Starter,

400-440/3/50.

THOs W. WARD LTD.

ALBION WORKS SHEFFIELD
Phone 26311 ‘Grams: “Forward.”

Remember Wards might have it !

NEW FOUNDRY PLANT FOR SALE AT

HALF NEW PRICE.

otorised Bandsaw. 3 ft. size.
New small Sand Mixer. Motorised.

4 ft. diameter Sand Mill. Motorised.
Two new and unused Cupolas. 31
diameter and 36 iu. diameter, with
blowing fans and linings.

New Bridges electric suspended Sieve.
Four new- Osborne Moulding Machines.
Jolt Squeeze type.

Two new Coleman/Wallwork Jolt Squeeze
Pattern Draw Machines.
New Tilghman 36 in.
Plant.

275 pairs of assorted Moulding Boxes.
All the above cheap for quick clearance.

ELECTROGENERATORS, LTD.,
14, Australia House, Slough, Bucks.

in.
new

Shotblast Barrel

pulverite

| COAL DUST

lowest in ash

The STANDARD PULVERISED FUEL Co. Ltd

Head Oftile:
166 VICTORIA STREET,
LONDON. S.W .I.

WESTMINSTER,
Tel.: Victoria 3121/2/3

JOURNAL
SALE—contd.

FOUNDRY TRADE
MACHINERY FOR

AND MIXERS and DISINTEG-
RATORS for Foundry and Quarry;
capacities from 10 cwts. to 10 tons per hr.—
W. & A. E. Brealey (Machinery), Ltd.,
Misterton, nr. Doncaster. Tel.: Misterton
202.

OR SALE—100 Sterling Moulding Box
Parts. Style D.G., 163 in. by 163 in.

by 7 in. deep; drilled for 3 in. dia. pins;
fitted with two central Ilifting handles,
double lugs and wedge clamp keys.
Strongly constructed, and can be used for
multiple or two-part work. Price £1 each
part.—Arthur Lyon & Co0. (Engineers),

Ltd., Park Works, Stamford, Lincs.
OMPLETE Cupola-Converter Steel-
making Plant, now producing

approximately 300 tons liquid steel weekly,
will be for disposal in four months time.
The unit consists of two 84 in. outside dia.

Cupolas, two Cupolettes, six Converter
Bodies, complete with Fans, Blowers,
Ladles and subsidiary equipment. The
plant can now be inspected whilst
operating.—Box CCl110, Foundry Trade
Journal.

CAPACITY WANTED

APACITY wanted for Hematite Iron
Furnace Castings up to 20 cwt.
Indicate price range.—Box Ccwi21,
Foundry Trade Journal.
CAPACITY AVAILABLE
APACITY available for castings
weighing from 1 Ib. to 15 tons, in-
cluding Quasi-Bessermised ingot moulds
up to 10,000 tons per annum.—The Cross
Foundry & Engineering Co., Ltd., Gor-
seinon, near Sw'ansea.

VITREOUS "ENAMELLING.

NEW extension, fitted with the most

modern type of plant and equipment,
is able to undertake the Vitreous Enamel-
ling of Castings produced either in our
own extensive foundries or from outsitc
sources. Our 30 years’ experience of this
specialised trade enables us to guarantee a
high standard of finish.

Transport fleet available for collection
and delivery.

BILSTON FOUNDRIES,
H1GHFIELDS, BILSTON.

Bilston 42331 (10 lines)

LTD.

Telephone:

FOR

MACHINE TOOLS

NEWMAN INDUSTRIES LTD. YATE, BRISTOL

DECEMBER 17, 1953

CAPACITY AVAILABLE—contd.
APACITY"™ available for good Grey
C Iron Castings for 1 )b. to 2 ton.—

W agstapf & Co., Trading Estate, Slough.
Tel. 24858.

-TON iron and 10-cwt. Non-ferrous Cast-
ings supplied and patterns mado by
Charles H ill & Sons, Ltd., Bristol, 1.

EAT TREATMENT, A.l1.D. Approved,

all wrought and cast Light Alloys.

Large sizes a speciality.—E tectko
Tkeatments, Ltd., Bull Lane, West Brom-
wich. ’Phone "WES. 0756.

on-ferrous foundry. — First
!\I class quality castings in Aluminium,
ronze, Gunmetals, etc., at competitive
prices, including patterns if required.—
Beeston Lee & Co., Ltd., 33, Swindon Road,
Stratton St. Margaret, Wilts.

APACITY available for Light Castings
weighing from 1 Ib. to 5 cwts.. in-
cluding Castings for Vitreous Enamelling.
— W estern Light Castings Foundries,

Ltd. Fairwood Foundry, Gowerton, near
Swansea, manufacturers of malleable iron
castings.

ASTINGS.—We can save your porous

castings, ferrous or non-ferrous, by

an approved Impregnation Process; sample

castings treated.—R ecupero, Ltd., 66, South

Harrow Viaduct. Harrow, Middx. 'Phone:
Byron 1178.

er week free capacity at early date. Pre-
ereuce for boxes up to 28 in. by 16 in. by
6 in. by 5in. Snap Flasks up to 14 in.
by 14 in. by 3 in. by 3 in. Hand moulding

echanised foundry—Malleable
P/I and Grey Iron Castings offers 20 tons

capacity also available. Cast Iron Pipes
flanged and specials. Patternmaking
facilities ,if required.—E. J. Wallace, 39,

Constitution Street, Dundee.

MISCELLANEOUS

FIREWOOD for Cupolas. Sleepers and

Sleeper Wood in wagon loads.—
Tilley's (W olvirton), Lid., Wolvertcm,
Bucks.
Refractory m aterials—Mould-
ing Sand, Ganister, Limestone, Core
Gum; competitive prices quoted.—H ensall
Sand Co., Ltd., Silver Street, Halifax.

SHOTBLAST MACHINES

All sizes. Rooms or cabinets.
Ex stock or prompt delivery.
Low prices.

[Try us for
Spare parts & tungsten carbide
nozzles.

Fully Illustrated Catalogue free
on request.

ActuallManufacturers

ELECTROGENERATORS LTD.

AUSTRALIA ROAD, SLOUGH
Telephone : SLOUGH 22877

Over 30 yearsofsatisfactory service

H eat
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MISCELLANEOUS—contd.

OAL, Quartz, Vermifé;}ite, etc., pulver-
ised. Dohm Ltd., . Victoria Street,
Loudon, S.W .I.

OW is the time to change your

Supplier of Sand. Try Southport
Wind Blown Sea Sand for castings, free
from shell. Any quantity, Eoad or Bail.
—John LiVESBI (Ainsdil*), Limited,
Ainsdale. Southport. Telephone: Southport
77489.

PATTERNMAKING

ATTERNS, outsize turning, to 9 ft.

long, 7 ft. dia. Also Wood and
Mechanised Equipment, all types.—Laws
& Son, 31, llanbury Road, Acton, London,

W.3.

ATTERNMAKING—for every purpose.

Good workmanship. Quick deliveries.
—Machine Pattern Co.. Trading Estate,
Slough. Tel. 21002.

WASHED FINE SILICA

POWDERED CLAYS — for bonding, etc.
POTCLAYS LTD. irX .28 Stoke-on-Trent

CORE WIRE

Annealed M.S. Wire Gauges 4 to 28

Manufacturers of Mild Steel
Bright or Annealed

FOUNDRY TRADE JOURNAL

PATTERNM AKING—confd.

ATTERNS for all branches of Engin-

eering for Hand and Machine Mould-

ing.—Fuhmston & Laavlor, Ltd., Letch-
worth.

ATTERNMAKING CAPACITI

AVAILABLE—Donald R. Jones A
Co.,, Rngby. Immediate capacity for all
types of Pattern and Model Making.

Workmanship second to none; coupled with
keen prices and prompt deliveries.—740,
Campbell Street, Rugby. Telephone 4784.

PATTERN SERVICE-
WOOD Patts, Coreboxea and
MODELS. PRESSURE CAST ALUM.
MATCHPLATES8. Ultra precision equip-
ment for SHELL moulding and
MECHANISED foundry production.
YOUR own METALS machined and fitted.
Quick REPAIR service. Brass slotted
corebox AIR VENTS. STEEL corebox
DOWELS (Pat. App. For). Iron or alum.
MACHINED PLATBS. Ejector Pins and
Springs. Matching dowels for SHELL
PLATES.—Booth Buoa. Enoinberino,
Baggrave Street, Leicester. 67020.

OMPLETE

4

PATTERNM AKING—contd.

~ATTERN EQUIPMENT of all types
P and sizes. Accurate workmanship.
Quotations by return.—Hatavood Bros.,
Victoria Works. Littleborough, Lancs.
Tel. 8543.

CROCKETT & CO.

Engineers’ Pattern Makers

43-44, Hoxton Square,
Old Street, London, N.I

Telephone: Shoreditch 6022

ALL TYPES OF WOOD
& METAL PATTERNS

COOKE, BAILEY LTD.

MORLEY 8T., HANLEY, STOKE-ON-TRENT
Telephone: Stoke-on-Trent 2627

SAND — for shell moulding— over 50% minus 100's mesh
DRIED SILICA SAND — over 75% minus 60’s plus 100's (from our Congleton quarry)

CHARCOAL,

PLUMBAGO,

COAL DUST,

Qo
'07-4
T>oNS

BEST CEYLON
FOUNDRY FACINGS

Made to Customers' specification

THOS.

INYKTA HILLS,
1 Telephone :

HILL-JONES LTD.

Founded 1830
BOW COMMON LANE, EJ.
EAST 3285 (5 lines)

Contractors to H.M. Government.

Wire

METALLINE

IRON

Indispensable in all Foundries and Engineering Shops

CEMENT

CORE GUM AND ALL SIZES WAXCORE

in cut lengths or coil.

Tinned Spiral Chilis and Coils.

RALPH BREARLEY LTD.

VENTS SUPPLIED
TELEPHONE BELL 360 1

THE METALLINE CEMENT CO.,

10 MARGARET STREET,

WOODLAND WIRE MILLS, BRIGHOUSE

Tel.: BRIGHOUSE 91

mmmm

Telephone: MIDIland 3411

WRIGHT & PLATT Ltd.

BIRMINGHAM, 15

IRVING STREET,

EST. 1873

PATTERNMAKERS’

GLASGOW, C.lI.

PP

For the WORLD'S LARGEST ENGINEERING

Pattern
Aero and

MASTER PATTERN £ MODEL MAKERS

Makers in Wood
all other
Moulding Equipment. Suppliers to all the leadingfirms
in the country.

and Metal to the Motor,

Trades. Pioneers of Shell-

Castings made in our own foundry.
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CROOKE & CO., LTD. associated with DIXON STACEY & CO.
Phone; Mansion House 0611 Established 1880 Grams: Kokoal, Bilgate, London
FOUNDRY COKE, SAND, GANISTER and all FOUNDRY SUPPLIES and REQUISITES.
Quotations on rail and lorry, in barge or delivered into works.

Contractors to H.M. Government and British Railways

COAL EXCHANGE, LONDON, E.C.3.

JAS. C. CUNLIFFE, PATTERNMAKING PATTERNMAKERS
LARGE CAPACITY AVAILABLE (Engineering) CO. LTD.

. IN ALL BRANCHES OF THE TRADE
Englneers Pattern Makers. Shrewsbury Road, London, N.W.l10

Gordon Street, Manchester, 7. MARSDEN HIND & SON LTD. HIGH-CLASS PATTERNS

GUIDE BRIDGE WORKS, NON-FERROUS
Est. 19109.
i JOHN ST., ASHTON-U-LYNE. CASTINGS
Tel.: BLAckfriars 5374. EST. 1929 TEL. : ASH 2426

Phone: ELGAR 8031/2

2987 BROMS SGROVE

R.E. Ormerod Itd

BROMSGROVE. WORCS.

GRAVITY DIES

SHELL MOULDING PATTERNS

We have pleasure in announcing that our capacity to manufacture the wide range of pattern
equipment for the older and conventional foundry practices has now been augmented by
further facilities to embrace precision class

SHELL MOULDING PATTERNS

Layouts and design-methods prepared in our own drawing office embody technical “ know-
how”, and our specialised machinery and equipment provides the tools for the Job.

B. LEVY & CO. (PATTERNS) LTD., OSBERT STREET,
LONDON, S.W .I.

Telephones: Victoria 1073 & Victoria 7486

ENGINEERS’ PATTERN MAKERS

Wood and Metal Pattern Equipment of all Types

Equipment for Mechanised Foundries a Speciality . Dies for Gravity Die-casting
PATTERN EQUIPMENT for " C” PROCESS CASTINGS

147 MOUNT ROAD =« LEICESTER

TELEPHONE 23773
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Also
“ DOUBLE SIDED MATCHPLATES?”

ACCURACY LOW COST QUICK DELIVERY

G. PERRY & SONS LTD. "S:

HALL LANE =<« LEICESTER
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PATTERNMAKERS

VICKERS?

PROVED PATTERNS

“A SERVICE OF UNQUESTIONABLE VALUE IN ELIMINATING

CASTING TROUBLE AND DELAYS.” WES TOOL LTD.

Vickers Proved Pattern Service guarantees the dimensional
accuracy and function of pattern equipment, dies and
foundry tooling before despatch to the customer.

JOHN VICKERS & SONS

DARLINGTON

TELEPHONE: BERMONDSEY 1337/8

P a tte rn

CO (IOIMDON ) LIMITED

SPECIALIZED PLANNED EQUIPMENT

FOR
W D SHELL MOULDING “ C” PROCESS

* PRESSURE CAST MATCH PLATES

N AND ALL METAL EQUIPMENT, CORE DRIERS, ETC.
* METALIZED EQUIPMENT
KELLER MODELS
INVESTMENT FOUNDRY MODELS AND DIES
* LARGE TYPE PATTERNS
OYER FIFTY HIGHLY SKILLED CRAFTSMEN AND MODERN
PUNT, ENSURING UNVARYING QUALITY AND ACCURACY.
269 ROTHERHITHE N EW ROAD,
LONDON," S.E.I6

*

*

*

*
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NN Sear/or?

1
WE ARE NOW IN FULL
PRODUCTION OF PRESSURE
CAST PATTERN EQUIPMENT

If you are already using this amazingly economic form of
pattern making we shall welcome your enquiries.otherwise
may we come and show you convincing examples of our
workmanship and explain how pressure cast equipment

can reduce your pattern costs.

WHATEVER YOUR REQUIREMENTS

If you use Pattern Equipment...
. we can be of service to you

Phone
CALTHORPE

31839

SUN STREET WEST « EDGBASTON * BIRMINGHAM =« 15



46 FOUNDRY TRADE JOURNAL DECEMBER 17, 1953

PATTERNMAKERS”’

Canadian Yellow Pine

€

BRAND

ALL GRADES AND ALL THICKNESSES

in stock for immediate delivery

COX9 LONG (IMP ORTERS) LTD

ROYAL LONDON HOUSE, FINSBURY SQUARE, LONDON, E.C.2

Telephone : Monarch 3601 Telegrams : Lignitic, Ave, London

ITletal treatment GLASS

OF ALL KINDS

and Drop Forging

A monthly journal devoted to the properties, uses,

testing and treatment of special steels and light
alloys, and to forging technique in all its branches. N ITER M
2/6d. per copy, 30/- yearly.
. BROS. LTD.
Write for a specimen copy to: Newton Heath
Metal Treatment and Drop Forging MANCHESTER

49, Wellington Street, London, W.C.2

C A S TIN G S “STAR FOUNDRY”

Birmingham Street,
FOR ENGINEERS  \|[LENHALL, STAFFS.

h aW K|n S MOTOR TRADES Telephone
&c 3511% \Il\llLLENHALL.

. elegrams:
I R O N C E M E N T Castings Sand-Blasted VS\/ﬁ/CFE,\F‘?‘LATPRY

ONE OF THE FIRST AND
STILL THE BEST WILLIAM HARPER,

SON & Co. (WILLENHALL) Ltd.

Malleable and Soft Grey Ironfounders

W. T. HAWKINS & CO.
CHAPEL HILL, HUDDERSFIELD

n.d.h.
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POLFORD
: et~  NEW TYPE

FQJ\DR’YHA\W&EQJPI\/EI\I’I’ GAS FIRED
N MOULD DRIER

47
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Damage to compressed-air-using tools and machinery through insufficient
Are you . P ¢ y throug
filtration in the compressed-air lines, costs industry hundreds of

R E A L L Y thousands of pounds annually. This damage is not caused simply by

atmospheric dust introduced through the compressor air-intake into the

Protecting

compressed-air line. The constant compression and expansion of gases

YOU r cause moisture, scale, and rust to form in the pipeline, too ; and this

alone, if allowed to pass to the air-using tools, can do serious harm. Vokes
A”’-ug”"]g Pipe Line Filters remove these impurities, and do so with 99.9 per cent,
efficiency, but, for thorough protection, filtration must take place not

TOOIS? simply at the compressor, but at regular intervals along the delivery line.

VOKES

YOKES LTD. Head Office: GUILDFORD, SURREY
London Office : 40, Broadway, Westminster, S.W .I.

Vokes (Canada) Ltd., Toronto. Vokes Australia Pty., Ltd., Sydney.
Represented throughout the world.

For full information on efficient pipeline filtration, write lorillustrated Vokes catalogue, Section E.

FETTLE YOUR CASTINGS
W € know that WITH

the electric pul-
ley block hoists Specially designed
and overhead and sturdily built
travelling cranes

for continuous
operation in

we make are foundries, forges,
first-class  engi- steelworks,
- hipyards, rail
neering Jobs, but shipyards, rafiway
and heavy
we don’tsuggest engineering
that they can workshops.

T.T. Heavy duty,
motor driven, double

double your output o cone

type, tool and

One foundry wuser has, however, and all have Fettling Grinders.
Increased production by using Matterson equipment Medium speed and
for handling cores and pouring. high speed wet or

dry grinding models, taking

The hoistillustrated above is particularly 120, dia. to 30in. di indi heel
In. aia. to mn. la. grinaing wheels

suitable for your sort of job. Its creeping T.T. 14/20. 20in.
speed feature enabling you to position Contact your usual machine tool Double ended, dry
Its load even more accurately than by merchant or :— Grinder
hand—the hand which tires so easily!

There are many more like it in the range

3 cwts. to 10 tons.

matterson Ilimited

SHAWCLOUGH Tel. 4194 ROCHDALE
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AIR-WEIGHT

G O O D

B ETTER CO M

B U STIO N
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PELLETED FOUNDRY PITCH

(BRITISH PATENT 632734)

Representatives throughout the United Kingdom and in most
European countries will gladly demonstrate the use and advant-
ages of this modern sand additive in green sand, dry sand and
in skin dry moulding. Also in core making both ferrous and
non-ferrous. Write for samples and further information to

the sole manufacturers

THE MIDLAND TAR DISTILLERS LIMITED

OLDBURY BIRMINGHAM ENGLAND

Refractories  \yonAuninium Prods Lid

of all Shapes and Sizes o
Care of manufacture, highest
e piam amavre mat P e ALUMINIUM ALLOYS
Refractories are consistent
in shape, consistent in size, . . .
consistent in texture and to Guaranteed Specifications.

consistent in performance. *

ON A.I.LD. APPROVED LIST

NORTON CANES, CANNOCK, STA FFS
Phone : HEATH HAYES 329.

THE BRITISH SHOTBLAST
& ENGINEERING CO. LTD.

STRETFORD, LANCS. ENG.

THE VERY LATEST IN SHOTBLAST
EQUIPMENT INCORPORATING NEW
WET TYPE DUST ARRESTERS

GUARANTEED RECONDITIONED PLANTS OF
ALL TYPES IN STOCK
Pickford, Holland & Co. Ltd.. Sheffield Telephone 41191
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FOUNDRY FACINGS FOUNDRY FURNISHINGS

SHALAGO
BONDED
BLACKING

MIX ONLY WITH CLEAR WATER
FOR
DRY SAND MOULDS
AND COREWASH

W* GUMMING &C9 UP

GLASGOW FALKIRK CHESTERFIELD
DEEPFIELDS near BILSTON

& MIDDLESBROUGH
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LABORATORY CONTROLLED

INGOTS and SHOT

PLUMBER’S BRASS ALUMINIUM BRONZE LIGHT ALLOYS
Balfour House, in STAI\!DARD Head Office & Works
an

Finsbury Pavement, , Tyseley,
LONDON, E.C.2 CUSTOMERS OWN BIRMINGHAM I
Monarch 7941,2 A SPECIFICATIONS Victoria 0584/5/6

Y

TYSELEY METAL WORKS LTD.

In these days of ever Increasing costs, economical
repairs become a necessity, and, in view of this, when
you are in need of ANY repairs to your CUPOLA,
why not contact us, the ACTUAL MAKERS.

As an example, we can install a new Windbelt
Section without disturbance of the Brickwork
or the Steel Shell, having an Erection and a
Bricklaying staff always available, and ready to
service Cupolas anywhere in the Country.

Note our address for your future reference.—

H. BECK & SON LTD.

MARLEY STREET IRONWORKS
KEIGHLEY

Tel. No. 4132 Tel. address ARON
MANUFACTURERS OF
ARON FOUNDRY EQUIPMENT
ILLUSTRATED BROCHURES ON REQUEST
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FORDATH
MACHINES

IN THE
FOUNDRY

FOUNDRY TRADE

JOURNAL

—Ilower costings in the office

Fordath ‘New Type’' Mixers,
one for everybody, seven sizes to
cope with batch capacities from
20 Ibs. to 1 ton. To mix foundry
silica sands with core bonding
compounds without crushing. Stiff
compounds as low as 1% can be
completely dispersed through the
sand, coating each grain with a
film of binder. Mixing blades ro-
tate in ahorizontal plane, convey-
ing the sand from the centre of
the pan, rubbing it thoroughly
against rubbing plates and tum-
bling it back to the centre. Two

to three minutes is enough and
the batch is discharged in a well
aerated homogeneous mix. Gears
and bearings totally enclosed.

The Fordath Multiplunger Core
Machine is going to town, to the
country, to export markets,
wherever there are foundries.
The thrust of the core sand
through the multiple die is pro-
vided by plunger action instead
of a rotating worm. Quality and
consistency of the core sand mix-
ture are not critical factors. Di-
mensionally accurate
extrusions are satisfact-
ory with sands of poor
quality and even facing
sand or plain red
moulding sand can be
extruded. With all
sands, the core mix is
at its best when Glyso
is the bonding agent.

The FORDATH MULTI-
PLUNGER CORE MACHINE
admirably exemplifies the
success of equipment de-
signed by foundrymen for
foundrymen.

(ABOVE LEFT) FORDATH 'NEW
TYPE "MIXING MACHINES use the
well known Fordath principle of
rubbing andfolding without crush-
ing in each of the seven models in
the range.

(ABOVE RIGHT) FORDATH CUT-OFF
MACHINES have many years of
satisfactory service built into them.

The FORDATH MULTIPLE ROTARY
CORE MACHINE has an enviable
reputation for accurate extrusions
infoundries everywhere.

The Fordath Multiple Rotary
Core Machine extrudes cores
from -;-inchto 6 inches. Multiple
extrusion of up to ten (smallest
diameter) cores simultaneously
and accurately. All dies have ven-
ting device. Senior model (power
driven) and Junior (power or
hand operated bench model).

Fordath Core Cut-off Machine
cuts cores up to 3 inches diameter
accurately to lengths required.
Motor and roller bearings totally
enclosed.

Full ctails ditziretlefrom

THE FORDATH ENGINEERING CO. LTD.
HAMBLET WORKS, WEST BROMWICH
STAFFS.

phone V\EIBCI’TW(h(B‘b 0540, 1@
crams: VEtAlicalf West Branwich
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ASBESTOS TEQREF V J.11 / SATIFACTION
CORE DRYING = ~°°°° 3 OlLSan COMPOUNDS " |

PLATES v

&
MOULDING BOARDS

LOW PRICED
* NON-BRITTLE
* LIGHT TO HANDLE

CENTRAL MANUFACTURING &
TRADING CO. (DUDLEY) LTD.
OLD HILL, STAFFS.

Ph.ne: CRADLEY HEATH 69434 (6 linw)

TEISEN FURNACES
T L Eld e e ke
ECKERSALL ROAD =+ KINGS

Telephone: Kings Norton 2284 (3 lines).

IMPROVE YOUR PRODUCTION
INCREASE YOUR OUTPUT
REDUCE YOUR COSTS

USE EAGLE CORE-
OILS and COMPOUNDS

FOR UNIFORMITY, RELIABILITY
AND EFFICIENT SERVICE.

E. S. LORD, LIMITED

Specialists in Foundry Practice.

EAGLE OIL WORKS, BURY ROAD,
ROCHDALE

ROCHDALE 3567
COREBOND ROCHDALE"”

Telephone:
Telegrams

FOR FOUNDRIES —

CORE OVENS

STRESS RELIEVING
FURNACES

(medium to large sizes with
recirculation of hot gases)

MOULD FIRING FUR-
NACES FOR INVEST-
MENT PROCESSES

(continuous type)

Front View of TEISEN gas-fired
Bogie Type Stress Relieving
Furnace.

S f
SC 9 A

NORTON

Telegrams:

nace engineer

contractor

BIRMINGHAM 30

"TETE, Birmingham .

ur
N D

*
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EO O O BYC TO A LL

The Man In the Mask can now he released and given a

far healthier job in charge ot'a Centriblast Airless Blast

This Airless room with floor leva!l or Bogle Turntable
cleans work y»> to 10 tons.

The load shewn below was cleaned " Irom the sane "
lit 3 minutes.

We're not for

SPENCER & HALSTEAD LTD BRIDGE WORKS OSSETT YORKS
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MO. ..

PREP
CKING

0,d Mould Wash
The Core

iRON CASTINGS

for

c, dSPECIAL IRON CASTINGS

ILM °LforS

TERRA FL BUMI1SH” FOR AUOMINIO

-rwG POWDER
Hon-SUica PA* $ Q N S N A

‘H'X "STONE 21 *"d 57
hone: rc>
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N I f /

-new sff-COLOUR IN THE FOUNDRY

I U T T ¢

“It's a big job, and it's never been painted before

said Grandad

Was grandad surprised when the G.H.L. men came and transformed
that dirt-grimed foundry into a colourful and pleasant place to work in.
And another thing that surprised him was the speed and efficiency with
which they went about the job. “Just no trouble at all” he said —*“ We
shall be getting more young 'uns in the foundry after this”. . . and
now production has been stepped up in grandad’s shop.

Specialists in Foundry Painting

Recent contracts include Ford Motor Co. Ltd., Dagenham, Essex
Beans Industries Ltd., Tipton, Staffs e Bayliss, Jones & Bayliss Ltd.,
Wolverhampton mLeys Malleable Castings Co. Ltd., Derby « Qualcast
Ltd., Derby «John Maddock & Co. Ltd., Oakengales, Shrops ; Peter
Brotherhood Ltd., Peterborough - S. Russell & Sons Ltd., Leicester.
We shall be pleased to send you our illustrated folder, “ Colour
Psychology," upon request.

G.H.L. (painters) LTD.

DECORA WORKS, WOLVERHAMPTON ST. DUDLEY, WORCS. PHONE: DUDLEY 4551-2-3

uw.sG



58

RLBion

LONDON OFFICE;

FOUNDRY TRADE JOURNAL
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WORKS < SHEFFIELD

TELEPHONE; 16 3)1 1313 LINES) . TELEGRAMS; "FORWARD -SHEFFIELD"

BRETTENHAM HOUSE e« LANCASTER FtACE

STRAND mW.C.2.

FS.15



This charger is used to
the greatest advantage
with our stockyard
handling equipment

which weighs all
materials.
See illustration which

shows simple method of
handling and weighing.
Note effortless, speedy and
cost-saving procedure.

TO OBTAIN THE BEST
RESULTS-INSTALL

ROPER CUPOLAS
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a I I |n faVO ur Hillman works gloves

are made in 23 styles and special leathers
—every one is particularly favoured
wherever they are used.

HILLMAN

WORKS GLOVES also APRONS, HAND LEATHERS

PROTECTIVE GAITERS FOR FOUNDRIES, etc.

J & A, HILLMAN LTD., DUDLEY, WORCS.

OIL SEALS: BELTINGS AND ALL CLASSES OF LEATHER; LEATHERWORK AND FABRIC FOR INDUSTRIAL USE.

[ ]
1 N
|l r o
i f P rs

cH'LL:°n

Castings made from these irons have
greater density and toughness. You
will  have fewer rejections greater
freedom from cracks, breaks and other
defects.

Q..

.. SPECIAL NICKEL & CHROME ALLOYS
'issz& ffm m

Sampl/es on Request

EST MIDLAND REFINING CO., LTD.

DIRECTORS: JNO. E. FOSTER. V. FARROW. E. W. PUGH
Registered Office: LLOYDS BANK CHAMBERS, WALSALL T.i.ph«,.:ini
work: MILLFIELDS ROAD, BILSTON Telephone: 41QM
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“NEWSTAD”

PATENT

Skin Drying

Plant

working in line

with

Sand Slinger

by courtesy of Messrs. Thomas Robinson & Son, Ltd., Rochdale

sole supplierss: MODERN FURNACES & STOVES LTD

Booth Street, Hands worth,

Telephone : SMEthwick 1591 & 1592.

Telegrams : MOFUSTOLIM, B’ham 21.

Birmingham 21

UV / MECHANISATION PLANTS

AOne of the largest
designers and manufacturers
of Foundry Mechanisation
Plant and Sand Conditioning
Plant in the country—

MARCO

CONVEYOR S ENGINEERING CO, LTD.

We are designers and manufacturers of all types
of Handling Equipment, Conveyors, Elevators,
Screens and Bunkers. Also all types of
Foundry Mechanised and Re-conditioning Plant.

Catalogue free on request.

MARCO CONVEYOR &ENGINEERING CO.LTD., ROWIN WORKS, LYNN ROAD, LEYTONSTONE, LONDON, E.I |
3 Bond St.. Hockley, Birmingham 19.
Phone : Central 2917. N.E. Coast & Yorks, representative: Mr. E. B. Crofton, Grove House. Chester-le-Street, Co. Durham.

Phone: Leytonstone 2254/5. 'Grams: Engimarco, Easphone.

Midland Office :

Our Technical Department is at your service if you are
interested in labour-saving devices and in speeding
production.

For efficient and economical handling, it pays to consult MARCO

Represented in
ISRAEL
FRANCE
INDIA
BELGIUM

SOUTH
AMERICA

NORWAY
SWEDEN

F.T.7
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CUPOLAS . FANS
CHARGING MACHINES
MOULDING MACHINES
ROOTS . BLOWERS
SANDS MILLS . ETC.

GREAT WESTERN WORKS «SMALL HEATH « BIRMINGHAM I
London Office 2,QUEEN ANNE'S GATE, WESTMINSTER , LONDON S.W.1

Protect machinery and all
metal surfaces with Hardman’s
Bitumen Paint. Supplied ready
for use, it is essentially rust-
proof, and gives a smart,
smooth and lasting finish.
Available in a range of
attractive shades, packed In

1, 5, 10 and 40 gallon drums.
Prices are highly competitive
and prompt delivery is A N D
guaranteed.
Full details and samples gladly sent on request M AG N ET I C S E PARATO RS
E. HARDMAN, SON & Co., Ltd. Electric and permanent
Bedford St., Hull.
Manufacturers of Aluminium Paint, Black Enamel, Celephone BOXMAG WORKS *BOND STREET, teiccrems

and all types of industrial Finishes

CEN-539/2 B IR M I NG HAM <19 [OHVtIUM
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PORTABLE COVER
ANNEALING
FURNACE

The furnace is particularly suit-
able for the Annealing and Normalising
of Iron and Steel Castings.

Features —

Uniform temperature distribution.
High Thermal Efficiency.

Wide range of operating temper-
atures.

FOUNDRY TRADE
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THE DOWSON & MASON GAS PLANT CO. LTD

LEVENSHULME, MANCHESTER

INGOTS IN

NICKEL COPPER

NICKEL BRONZE

AND NICKEL CHROMIUM

or other Special Nickel alloys to YOUR
specification.

Makers of high grade NICKEL and NICKEL
COBALT ANODES

METALS AND METHODS LTD.

BACON WORKS, LANGLEY nar. SLOUGH, BUCKS
TELEPHONE LANGLEY 395

Telephone : HEATON MOOR 2261 (3 lines)

DRYING STOVES

on the

“ ADELPHI ™ FORCED ~ DRAUGHT  SYSTEM

(Using low-grade fuels)

or with

MECHANICAL

COMPLETE  INSTALLATIONS  WITH
OR WITHOUT RECIRCULATION

STOKERS

STOVE CARRIAGES
PORTABLE MOULD DRIERS
FURNACES FOR ALL PURPOSES

MUIR, MURRAY &

FURNACE BUILDERS
TELEPHONE 2004 ADELPHI WORKS
TELEGRAMS: “ MURITE, PAaIsLey" P A I S L E Y,
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fm M U T fO R M i/

Aluminium Bronze Silicon Bronze
Manganése Bronze Admiralty Gun Metal

Phosphor Bronze Leaded Gun Metals
Leaded Bronze Brass
Nickel Bronze Nickel Silver
v um p an " L im ited
ROYDS MILL STREET, BERRY ST., CLERKENWELL, ST. PAUL'S SQUARE, 210, KENNEDY STREET.
SHEFFIELD. 4 LONDON, E.C.I BIRMINGHAM, 3 GLASGOW, C.4

Phone: 26511 Phone: CLE 3156 Phone : Central 6893 Phone: Bell 1347
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tJ(ie "Beat Sand djindincj “Redins are

FERGUSON'S

Solid Phenol 300 mesh Z443
Solid Cresol 300 mesh Z450

Liquid Urea Resin Y37
Liquid Phenol Resin ... Z447
Liquid Cresol Resin ... Z470
All in Large scale production

Names SfercjUdon & Sons £td.

LEA PARK WORKS . PRINCE GEORGE'S ROAD
MERTON ABBEY + SW.19

Tel.: MITCHAM 2283 (5 lines)
‘Grams: NESTORIUS, SOUFHONE, LONDON

GUNMETAL =mBRASS
PHOSPHOR BRONZE

E. AUSTIN & SONS (LONDON) LTD.
HACKNEY WICK LONDON E.9. Tel. AMHerst 2211
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DOUBLE STRAND
PIG CASTING
ACHINE

We shall be pleased to offer advice Double Strand Machine with 120 moulds
on your ingot casting problems. per strand. Capacity 30—40 tons per hour.

SHEPPARD & SONS LTD.
BRIDGEND

IRONFOUNBERS. HEAVY CEHERM. STRUCTURAL & MECHANICAL ENGINEERS

There are now over 50
SHEPPARD installations in
service in this country and
overseas.

SHEPPARD machines are
available in a wide range of
types and capacities from
10 cwts. to 50 tons per
hour. They are designed to
give sustained output under
arduous conditions, and are
supplied as self - contained
mobile or stationary units
as required for producers’
individual requirements.

Telegrams : SHEPPARD BRIDGEND
Telephone: BRIDGEND 567 (5 lines)

ESTABLISHED 1862

MACNAB SAND PROTECTED “SHOCKLESS” JOLT RAM ROLL-OVER

MOULDING MACHINE

CAPACITY : 700 Ibs.—DRAW IQin.; 1,000 Ibs.—I2in.; 2,000 Ibs.—16in. 20in.

PERFECT PATTERN
DRAW
(AIR-ON-OIL)
AIR OPERATED
CLAMPS
0 * 0
SMOOTH ROLLOVER
(AIR-ON-0IL)
SPEEDY ROLLER
DISCHARGE

MACNAB &CO.LTD., 235 IMPERIAL DRIVE, HARROW, MIDDX

Published by the Proprietors. Lnm'strim. Newspapers. Limited, 49. Wellington Street, Strand, London, W.C.2. and Printed in

Urea» Britain by Harrison & Sons. Limited, Printers to the late King George

High Wycombe.

V1, London, Hayes (Middx) and
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Our products are used as a foundation material
upon which is built the most exacting of foun-
dry and engineering productions. Experienced
technical staff and modern laboratory facilities
are always at your disposal. We ask you to avail
yourselves of our wide experience to provide
you with the economic solution of your metal
problems.

ESTABLISHETPD i|S4

H.B.BARNARD
GSONS LTD

DUDLEY PORT e« TIPTON e STAFFS
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